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OPERATIONS 


Cleaning & Phosphatizing 


aint spray booths; and over- 
head air make-up system. 


space-saving 


FINISHING SYSTEM 


handles both prime 


and finish operations 











-..at Caloric Stove Corporation 








nd 


Pre-Paint Drying Oven 





Air Makeup and 
Paint Spray Booth 





a 


Paint Boke Oven 








w 


Completely Conveyorized 





Saving floor space is a valuable asset to Caloric as 
to all major manufacturers. Cincinnati engineers 


designed a complete finishing system with this 
need uppermost in their minds. 


The operation begins with a 5-stage washer 
capable of handling Caloric’s present production 


and yet with the capacity of doubling the output 
whenever it becomes necessary. 


The second unit consists of a 400° gas-fired 


recirculating air dry-off system to dry the work 
completely after phosphatizing. 


Third, the work passes through a huge com- 
bined air makeup and pressurized room con- 
sisting of two large spraying areas. Either Prime coat spray 
prime or finish coats may be applied while the 

work is carried on a 1054 foot conveyor 


application, 
designed to carry the work continuously 
through the entire operation. 


The material is then elevated up through a 
500° floor supported oven leaving a working 
area underneath with a 9 foot clearance for 
parts storage and assembly operations. This 
unit is also a gas fired recirculating design 
having 300 feet of conveyor inside the oven 
permitting a full half hour of baking time 
at 500°. 





A complete, properly designed finishing 
system can give you increased production 


at lower costs, more uniform results and 
greatly reduced handling costs . 


. . Save 
you space at the same time. Consult 





* : . 


Parts emerge from 


Cincinnati .. . for a complete finishing : 

s s dry-off, prior to 
system or any part, engineered-fabri- fie 
cated—installed ... to your complete we 
satisfaction. 


iG MACHINERY CO., INC. 


2008 HAGEMAN ST. SHARONVILLE, OHIO 


COMPLETE FINISHING: SYSTEMS’ 

















WHAT IS YOUR TOUGHEST 
METAL CLEANING JOB? 


HAVE YOU TRIED 


THE NEW OAKITE MATERIAL 


During the past year, the Oakite Chemical 
Research Laboratory has produced 16 new 
materials for performing the following 
metal cleaning and processing operations: 
1 Heavy-duty cleaning in tanks 

2 Etch-cleaning aluminum 

3 Washing in pressure-spray machines 

4 Electrocleaning zinc-base die castings 


5 Putting heavy zinc phosphate cocitings on 
steel in preparation for painting 


6 One-operation cleaning, pickling and con- 
ditioning for painting 

7 Stripping paint 

8 “Killing” paint in spray booth wash water 

9 Drawing and forming 


OAKITE PRODUCTS, INC. 

Send me a FREE copy of ‘ 
Cleaning.” Also, give me more 
terials for the jobs 
numbers circled below: 


1 2 3 4 


FOR IT? 





listed in your advertisement, 


5 


One of these new materials may be the 
right answer for some problem that’s been 
giving you a lot of trouble. Just circle the 
job number in the coupon, and let us tell 
you about the new chemical designed for 


the work. 

FRE Our 44-page illustrated booklet 
“Some good things to know about 

Metal Cleaning”’ has been revised to dis- 

cuss the applicationof the 16 newmaterials. 


qcraniTe? INDUSTRiag CLeay, 
IN, 


4p, wie 
"Rais , metnoos + *** 


Technical Service Representatives in 
Principal Cities of U. S. and Canada 


20 Rector St., New York 6, N. Y. 


‘Some good things to know about Metal 
information about new Oakite ma- 


as indicated by the 


6 7 








Company 





ewbddress 
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In this typical tumbling room, Norton 
ALUNDUM tumbling abrasive is 
used to assure better results for less 
money — the true ‘Touch of Gold” 
in barrel-finishing. 


Start with ALUNDUM* tumbling abrasive... 
and you'll finish with the 


“TOUCH of GOLD” 


Especially developed to eliminate hand 
finishing of stampings, forgings and castings, 
Norton ALUNDUM tumbling abrasive is 
processed to impart a strong, blocky shape 
to the individual grains, with no sharp pro- 
Jections to mar the work. Here are some of 
the reasons why barrel-finishing with this 
tough, hard abrasive is standard in leading 
plants: 

@ It provides the fastest, most economical 
method of finishing metal parts to exact di- 
mensions and surface finishes. 

@ It removes burrs, flash, tool marks and 

heat scale from large quantities of parts, 
saving endless man-hours. 

@ It eliminates many slow hand-finishing 

operations, increases production rate of 
arts ranging in size from tiny needles to 
efty castings. 

Learn how ALUNDUM tumbling abra- 
sive can bring you the value-adding, cost- 
cutting “Touch of Gold”? — by giving you 
constantly better finishing results while help- 
ing you shorten tumbling cycles, reduce 
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scrap and reworking. Whether or not you 
have barrel-finishing, Norton will gladly 
make test runs for you, to show you what 
this process with ALUNDUM tumbling 
abrasive will do for you. 

See your Norton Distributor, and ask him 
for the new edition of the 55-page booklet on 
barrel-finishing. Or write to Norton Com- 
PANY, Worcester 6, Mass. Distributors in all 

rincipal cities, listed under ‘Grinding 
Vheels” in your classified phone directory. 
Export: Norton Behr-Manning Overseas 


Incorporated, Worcester 6, Mass. 
G-266 


WNORTONF 


ABRASIVES 


@llaking better products... 
to make other products better 


*Trade-Mark Reg. U. S. Pat. Off. and Foreign Countries 
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right! You dont need 
butting with Silver-Lume, 


The sparkle on that silver is born in the plating bath, and it’s the 

FIRST and ONLY really bright silver plating process. Coverage? 

H-VW’-M’s Silver-Lume Process produces a consistently uniform 

high color through an exceptionally wide current density range. 

Even deeply recessed pieces like the bowl of a gravy ladle come out 
of the bath uniformly bright. There’s no need for special equipment to plate 
with Silver-Lume, initial cost is low, savings in buffing costs are considerable 
~—and the whole process is easily controlled, foolproof and time-saving with 
consistently better results. 

This exclusive process is just one of many results of over eighty years of 
constant electroplating development—a continuing policy summed up in 
H-VW-M Platemanship ... your working guarantee of the best that industry 
has to offer—not only in the bright plating of silver—but in every phase of 
plating and polishing. ® 283 


Ask for the Technical Instruction Manual on Silver-Lume. 
Your H-VW-M combination— 


a 
° 
of the most modern testing MANSON-VAN WINKLE-MUNNING CO. MATAWAN, N. J. x wed 
and development laboratory PLANTS AT: MATAWAN, N. J. * ANDERSON, INDIANA 
—of over 80 years experience SALES OFFICES: ANDERSON * BALTIMORE * BOSTON 
in every phase of plating and CHICAGO + CLEVELAND * DAYTON © DETRO GRAND 
po maree a — RA * LOUISVILLE * MATAWAN B 

"te process Sod Sup- YORK © PHILADELPHIA © PITTSBURGH a 

‘or every ° ROCHESTER + SPRINGFIELD (MASS.) © STRATFORD (CONN.) 

UTICA * WALLINGFORD (CONN.) 


INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES * EQUIPMENT © SUPPLIES 
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Casy Way to Keep booths Clean 
LIQUID ENVELOPE’ 


STRIPPABLE PROTECTIVE PLASTIC FILM 


SPRAY WHEN 
“LIQUID OVER-SPRAY 
ENVELOPE” ACCUMULATES 
ON CLEAN PEEL 

BOOTH CLEAN 


That's all there is to the simple, labor-saving, | hand-scraping or grease-papering methods. 
inexpensive ‘‘Liquid Envelope’ way to keep New Users: Order a 5 gallon Test-Sample 
booths firesafe, better illuminated, better at the drum-lot price. Hundreds of steady 
ventilated. Costs far less than the outmoded users found out that way. Why not you? 


BETTER FINISHES AND COATINGS, INC. 
268 Doremus Avenue, Newark 5, N. J. * 122 East 7th St., Los Angeles 14, Calif. 


DISTRIBUTED BY 
Abrasive & Supply Co., Detroit, Mich. Globe Chemical Co., Louisville, Ky.; Cincinnati, 0. Pauli & Griffin Co., San Francisco, Calif. 
Aviation Lubricants Co.,.Inc., San Diego, Calif. The Hubbard Co., San Francisco, Calif. Plastic Paper (o., Los Angeles, Colif. 

Bay State Spray Equipment Co., Springfield, Mass. —_Kejjermann Paint Co., New York, N. Y. Porter Paint Co., Lovisville, Ky. 

C& H Supply Co., Seattle, Wash. Koehler Rubber & Supply Co., Cleveland, Ohio Protective Prod. Distributors, Hamburg, WN. Y. 


The Dean & Barry Co., Columbus, Ohio Ps R. W. Renton and Co., Cleveland, Ohio 
Eastern Spray Equipment The Lea Menvfactoring Ce., Waterbory, Cons. Hugh Russell & Sons, Ltd., Montreal, Can, 


c/o Mitchel!-Love, Philadelphia, Pa. The Leonard Ce, St. Louis, Me. viens Scobell Chemical Co., Rochester, N. Y. 
Edgcomb Steel of New England, Inc., Milford, Conn. Melson Industrial Supply Co., Grand Rapids, Mich. Sprayway Co., Los Angeles, Colif. 
Eley’s Newport News, Va. Metal Goods Corp., Denver, Col.; New Orleans, La.;  Supplee-Biddle-Steltz Co., Philadelphia, Pa. 
Finishing Equipment & Compressor Co. North Kansas City, Mo.; St. Louis, Mo.; (Industrial Division) 

Kansas City, Mo. Dallas, Texas; Houston, Texas Tanner and Co., Indianapolis, Ind. 
John Henry Foster Co., Minneapolis, Minn. Mid States Industrial Corp., Rockford, Il1. Tri-State Spray Equipment & Compressor Co., 
Franklin Supply Co., Providence, R. |. Vic Miner Co., Toledo, Ohio Cmaha, Neb.; Rock Island, Ill. 
General Spray Equipment Co., Boston, Mass. O'Donohue Sales Co., Milwaukee, Wis. In Europe: 
H. J. Gettemuller Co., Inc. Baltimore, Md. Paints & Lacquers, Inc., Chicago, III. Jenson & Nicholson, Ltd., London, Eng. 
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35 years old 
and still running! 


Little more need be said about the performance, efficiency and 
quality of Blakeslee Metal Parts Washers. This is not an isolated 
case, but the kind of uninterrupted service manufacturers have 
come to expect. That’s why Blakeslee has been the outstanding 
leader since its original contribution to mass production methods. 


G. S. BLAKESLEE & CO. 


Established since 1880. Manufacturers of Blakeslee solvent vapor 
degreasers—metal parts washers—Blacosolv degreasing solvent’. 


Write today for full information. CHICAGO: 1844 South 52nd Avenue, 
Chicago 50, Illinois: NEW YORK: 381 Fourth Avenue, New York City 16: 
CANADA: G. S. BLAKESLEE & CO. LTD., 18 Cranfield Road, Toronto 13. 


*BLACOSOLV IS STOCKED 
IN LOCAL WAREHOUSES FROM COAST TO COAST. 
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Of KALAMAZOO 


A COMPLETE LINE OF 


GRINDING, POLISHING #0 AUTOMATIC FINISHING 
MACHINERY 


c 


MODEL VRO 


Variable Speed Polishing Lathes — Single and 
two spindle Lathes — 1500 to 3000 RPM. Also 
made in single speed models. Also furnished 
with Backstands for abrasive belt polishing. 


MODEL 
K-46-6 


Rotary and Strait-Line Automatic Finishing 
Machines — For fast production polishing, buff- 
ing, deburring and brushing — Model K-46-6 
Rotary shown. Write for catalog on Rotary and 
Strait-Line Automatics. 


1622 DOUGLAS AVENUE * 


Cylindrical Finishing Machines — For 
tubes, bars and cylindrical shapes: Model 
OD-1 up to 2%” diameter polishing or 
buffing. Model OD-9 with polishing wheel 
or belt, for 4” to al diameter. 


Junior Automatics —10 Models to 
choose from, according to work require- 
ments. With one, two or four spindles — 
simple rotating spindle or stroke move- 
ment—for use in conjunction with polish- 
ing Lathes. 


KALAMAZOO, MICHIGAN 





HARSHAW PERGLOW 
BRIGHT NICKEL 


Harshaw Perglow Bright Nickel 
. ». proved with more than 
227,000,000 ampere hours of 
successful operation. 
Harshaw Perglow is ready 


for you NOW! For complete 
details write or call today. 


THE HARSHAW CHEMICAL co. 


1945 East 97th Street, Cleveland 6, Ohio 


Chicago 32, Ill. Cincinnati 13, Ohio Cleveland 6, Ohio 
Houston 11, Texas — Los Angeles 22, Calif. Detroit 28, Mich. 
Philadelphia 48, Pa. Pittsburgh 22, Pa. New York 17, N.Y, 
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ENTHONE 


EBONOL. 


‘ u 


METAL BLACKENING 
through 
applied 

















SERENE 








EBONOL “S” the low-temperature process giving a jet-black oxide coat- 
ing to steel . . . simply and economically. Operating temperatures: 


STEEL 285-290°F. 


ates from 295-305°F. 


COPPER 
and 


BRASS 


EBONOL “C” meets all government specifications for blackening copper 
and copper alloys, 210-220°F. 


EBONOL “S-30” meets military specifications for steel blackening. Oper- 


EBONOL “Z” for an abrasive-resistant dull or glossy finish on zinc and 
zinc base alloys... in 5 to 10 minutes at 160-180°F. 
EBONOL “Z-80” ideal for blackening electroplated zinc and zinc base 
alloys ... works at room temperature. 

WRITE US ABOUT Enthonics* as applied to ANY BLACKENING OR OTHER FINISHING PROBLEMS. 
U.S. Patent Nos. 2,364,993; 2,460,896; 2,460,898; 2,481,854 ® Reg. Trademark 


ZINC 





442 Elm Street, New Haven, Connecticut 


F N r H eo) N F REPRESENTATIVES AND STOCK POINTS 


Chicago, Ill. — Rocky River, Ohie —Los Angeles, Calif. 
*The Scientific Solution of Metal Finishing Problems 


iaec-O-8 * O RAT EO 





*The Scientific Solution of Metal Finishing Problems 
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@ 36 pages of expert 
counsel on lapping 


ie. [8 e 
and finishing Here’s up-to-date information for 
you on all kinds of lapping and finishing 
problems...in a complete, concise new booklet 
by CARBORUNDUM. Covers all types of 


operations and describes the Abrasive 
Compound by CARBORUNDUM 
that does each job best. 


Why it pays to come to 


CARBORUNDUM for Finishing Compounds 


CARBORUNDUM is the largest producer 
of crude and manufactured abrasive 
grains in the world...the on/y abrasives 
manufacturer offering a complete line 
of lapping and finishing compounds. 
Both silicon carbide and aluminum 
oxide grain, combined with the proper 
catrier,are used in CARBORUNDUM 's Fin- 
ishing Compounds. Each has its place: 
silicon carbide for finishing hardened 
metals, aluminum oxide for the softer 
metals. They cost much less than dia- 


mond dust, yet do an effective finish- 
ing job on nearly all applications where 
diamond dust has been used (the major 
exception is on cemented carbides). No 
special grades of cast iron are necessary 
ca the lapping disc—another saving. 
The booklet “Finishing Compounds,” 
tells the full story... gives specifications 
for all the common applications. If you 
haveaspecial problem, CARBORUNDUM’S 
engineering service will assist you with- 
out obligation. 


... Continually putting more sense in your ab 
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COUPON 
TODAY 


( EA 22 Se ee ae GE io ee a) 
| THE CARBORUNDUM Co., Dept. PF 83-42 
Niagara Falls, New York 


PLEASE RUSH my copy of Booklet 13, 
“Finishing Compounds.” 








COMPANY 


CALL YOUR CARBORUNDUM 
DISTRIBUTOR or Salesman, 
listed in the yellow pages 
under “Abrasives” or“Grinding 
Wheels.” Or send the coupon 
today for your free copy of 
this helpful booklet. 





STREET AND NUMBER 





CITY ZONE STATE 


83-42 


REGISTERED TRADE MARK 
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COURTESY, RCA ESTATE APPLIANCE CORP. 


WHEN KOCH HANDLES THE ENTIRE RESPONSIBILITY 


FOR YOUR COMPLETE FINISHING SYSTEM 


Avoid the costly delays and ishing system, all components 
last minute changes inherent in dove-tail, giving you maximum 
the many-supplier approach to efficiency in installation as well 
your finishing problems. as a peak-performance system 

that pays you dividends from 

When you make KOCH re- the day it’s installed. 
sponsible for your complete fin- Get all the facts NOW! 


WRITE FOR FOLDER M-5 TODAY! 


GEORGE KOCH SONS, INc. 


EVANSVILLE, INDIANA 


12 PRODUCTS FINISHING May, 1954 





from these little pellets... 
big profits can grow! 








A BOX OF FACTS AgouT ZERO-MIST -UDYLITE’S ENTIRELY NEW, CHEMICALLY DIFFERENT ADDITIVE 


The convenient little pellets will do these 
things for you: 


| Mist and spray problems are over—when you add ZERO-MIST 
Completely eliminate chromic acid to your chrome plating bath. Its “magic” cuts your chromic 
* mist and spray! | acid waste up to 70%. It automatically, drastically reduces 
2. Reduce film drag-out losses by 50% drag-out losses, too! 
3 


! 
eahccsitii cinsing: requirements Watch your profits grow when you add ZERO-MIST. This © 

* and rinse contemination! -| wonderful, cost-cutting chemical is a 6-way performer, one 
| Eliminate “the necessity for water | that pays for itself a hundredfold. Put it to work today! 
* wash systems! 

5 Eliminate spray contamination of 
* other solutions! 

§ Eliminate, often completely, chromic 
* acid stains! 

ZERO-MIST is indestructible — only infrequent 

drag-out replocement additions ore necessary 


PLATING SUPPLIES 
PIONEER OF A BETTER WAY IN PLATING 


DETROIT 11, MICHIGAN 
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What eye can overlook — and what willpower can resist — the 
compelling attraction of a product that combines beauty of line with 
a covering which shows selling features to best advantage? That’s 
why the selection of a fine finish is so important to the selling suc- 
cess of the products you offer — and why it will pay you to consult 
with our technicians for suggestions. Whether it’s beauty you’re 
emphasizing, or the ruactional appeal of rugged-duty merchandise, 
Rockford Varnish Company can supply you with the exact coating 
to suit your needs. 


ee Research, Quality, Service 





ROCKFORD VARNISH 


Affiliate 
GORDON BARTELS CO. BROCKF OR D, TLL INOS 


Roller Coating Specialists Ma of Ducliudhioaas dd i, Coatings 
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Unretouched photograph 


Flame-proof PEEL FILMITE snuffs out flame.. 


ordinary plastic booth 


PHOTOGRAPHIC PROGF THAT PEEL FILMITE 
1S SAFE FOR PAINT SPRAY BOOTH MAIN- 
TENANCE. Here's a true and dramatic flame test 
—visual demonstration in safety for paint spray 
booth operation. While ordinary plastic coat 
sealer bursts into dangerous flame, DuBois’ new 
Flame-Proof PEEL FILMITE simply snaffs out 
the lighted match. Here’s an important safety 
factor, a complement to PEEL FILMITE’s 
smooth, opaque white coating . . . its ease of 
spraying on—ease of peeling off . . . plus the 
man hours saved in booth clean-up. 

Write for descriptive folder. Learn how to save 
‘good hard dollars” on spray booth maintenance. 


ex, DuBOIS c. 


Los Angeles 33, Calif. 


Cincinnati 3, Ohio 


May, 1954 


SPRAY ON. PEEL FILM- 
ITE sprays on evenly, forms 
a smooth, white opaque 
coating that dries quickly. 
Non-greasy surface reflects 
light, resists gasoline, alco- 
hol, fats, acids, alkalis. 


PEEL OFF. Peels off in 
sheets like the skin of a 
tangerine. Spray booths are 
actually cleaned in minutes, 
not hours. PEEL FILMITE 
eliminates messy hand 
scraping. 


DuBois Warehouses and 


ne. 
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Representatives Are 
Located Coast-to-Coast 


15 

















BARREL 
FINISHING 
MACHINES 







Model DB.S0. Barrel speeds 10 to 30 RPM, variable. An 
















trrely meu Capacity tor intermediate size runs. Saves Capacity of 
larger units tor full batches: Compact design, All metat cor 
struction, shipped complete, ready to connect to line 
voltage for operation. Single barrel, one or two Compartments 3 
’ : Another Supersheen first! The newest 


development in the industry —to keep 
pace with your expanding requirements 


for Supersheen Speed Finishing. 


These two brand new Supersheen Models are vastly im- 
proved—their many advanced features make them of special 


interest to everyone concerned with A Better Frritsh— Faster! 


With certified cost savings of up to 95% over other methods, 
Supersheen Speed Finishing merits your investigation. The 


coupon will bring factual data 


MAIL COUPON TODAY! 


New ) page catalog 


ves complete locals 














Almco Supersheen, Queen Stove Works, Inc., 
Albert Leo, Minnesota 






ul 





ot Supersheen— many 






Dept. A-5 


Weave mathe naaaolere ra 






betore and after pi 






Model DBO 1A’ New. compact model. Less floor spa tures, complete intor 


| Ee 






simphtred operanon fingertip control Variable speeds 


macon on SUPc rsheen 
8 10 45 RPM. Features Built-in panel mounted, a 







{ 
ompounds and n 
one control and drive unit Twin barrel s ‘ « ! 











Self-contained scree j . Case histories of actual 
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lso-Cast Oval form, cast under the strictest controls which guide our entire anode 
production to afford best grain size for corrosion in nickel plating bath; available 
in any length. 


Flat-Top, smooth-surfaced, free from dirt, silicon and oxides; greater weight and 
increased predictability. lso-Cast Oval, cast from electrolytic copper under rigid 
controls. Lectrocop, electrolytic slab, various dimensions. 


Cast by Wagner's exclusive method in the original Flat-Top form to provide a 
smooth surface free of contamination, easily identifiable because of its distinctive 
form. Also available in lso-Cast Ovals. 

Available in any length in our corrugated Iso-Cast form with locked-in steel contact 
hook, in standard balls and Iso-Cast Ovals. We also produce Tin-Lead (15% tin, 
85% lead) and Tin-Zinc (80% tin, 20% zinc), same forms. 


Various commercial alloys of zinc and copper in both Flat-Top and Iso-Cast forms. 


Wagner Anodes are available in principal areas. Phone or write today for information. 


gner Brothers Products: Automatics. Semi-Automatics. Precision Hard Chrome Units. Tanks. Filters. 
fiers. Anodes. Anode Containers. Tank Linings. Solutions. Supplies. 





a 




















what type OVEN 
do you need? 








AIRK: Lum 
INDUSTRIAL 











Your oven needs... largé 
small, batch or conveyori 
production, for drying, b 
ing or dehydrating ...ca 
filled by KIRK & BLU 


Compactly designed and 
pertly engineered to 
specific requirements, th 
typical installations show 
wide range of KIRK 
BLUM experience over 
than 47 years, Often, ov 
up to freight car size 
shipped assembled, ready 
operate. 


Put this skill and experie 
to work on your indust 
oven problem. For comp) 
information and book] 
write: The Kirk & Blum M 
Co., 3116 Forrer St., Cine 
nati 9, Ohio. 





I LVL 


INDUSTRIAL OVE 


t 





PIONEERING QUALITY INDUSTRIAL FINISHES SINCE 1928 


eather Bothering You? 


CLINCO FINISHES 


will meet the challenge of outdoor 

exposure in giving the maximum 

protection against the most 
extreme weather conditions 


CLINCO experience and proven know-how on any finishing problem are 
yours for the asking. We'll gladly work with you — without obligation. 


me THE CLINTON COMPANY 


| concer}  «=—-«210 ELSTON AVE. + CHICAGO 22, ILL. 





he dt 

















There is 


VO QUESMON 


about your metal 
cleaning and. 
conditioning results 





when you use the 


PREP PRODUCT 


before painting that is suited to your individual 
requirements ... We have the products and the 
technical knowledge to solve any specific pre-paint- 
ing problem, assuring you higher quality at present 


cost or equal quality at lower cost. 


Send for Bulletin on product in which you are interested. 





@ We have available the materials and processes for. 
any Government Specification relating to metal treatment. 


NEILSON CHEMICAL CO. 


MANUFACTURERS OF METALPREP 


3411 Union Pacific Ave. 


“aden” 6561 Benson St., Detroit 7, Mich. Les Angeles 23, Calif. 
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“Reflects” a quality 
unretouched finish with 


photographs 


STEVENS L-V* REPORTS! 


Argus Cameras, Inc., maker of the world’s most popular 
35 mm camera, came to Stevens’ Customer Service 
Laboratory with a polishing problem. How to get a 
mirror finish on flash reflectors yet eliminate hand 
wiping as a last operation? 

A Stevens L-V (Laboratory-Verified) report solved 
the problem! 

Working closely with supervisors and the man at the 
wheel, Stevens showed how different compounds, buffs 
and automatic buffing methods would achieve the 
desired result. 


If YOU have buffing or composition problems, why not 
let a STEVENS L-V* Report do the same for you. Call 
@ EVERYTHING FOR METAL FINISHING your Stevens representative or write direct. FREDERIC 
—— - B. STEVENS, INC., DETROIT 16, MICHIGAN. 
*Laboratory-Verified 
BRANCHES: BUFFALO @ CLEVELAND © INDIANAPOLIS «© NEW HAVEN 
IN CANADA: FREDERIC B. STEVENS OF CANADA, LTD., TORONTO © MONTREAL © WINDSOR 
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POOR CLEANING 


Don’t let hazing, spotting in low-current areas, 
appearance of waterbreaks, or “half-way” 
cleaning ruin your plating work. Your Cowles 
Technical Man will remedy these and similar 
decorative plating headaches with Cowles FE, 
a highly alkaline electrolytic cleaner. 

Designed for both direct and reverse electro- 
cleaning, Cowles FE is recommended for ferrous 
metals where extra-heavy dirt loads must be 
removed and high alkalinity and high current- 
carrying Capacity are necessary. 

Cowles FE Cleaner eliminates poor rinsing, 
“half-way” cleaning, short cleaner life. Solu- 
tions will not break down under electrolysis. 
Let your Cowles Technical Man demonstrate 
Cowles FE Cleaner in your shop. Write or call 
today to arrange a convenient appointment. 


COWLES CHEMICAL COMPANY 


Metal Cleaning Department 
7016 Euclid Avenue Cleveland 3, Ohio 
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Why Attend A.E.S. Conventions? 


This question comes at a time when loyal members of the American Electro- 
platers’ Society and others close to A.E.S., already are making plans to attend the 
Annual Convention in New York City this July. Some may be questioning whether 
the expense of going to an A.E.S. convention is justifiable. It is to the latter group 
that these remarks are directed as well as to employers who are attempting to 
justify this convention experience as a legitimate company expense item. 

Information obtained and exchanged in face-to-face contacts in Educational 
Sessions and at informal get-togethers is worth more in actual value than might 
be expected. The experience of attending and taking part in a convention is more 
rewarding than just reading a paper which has been presented. 


Fellow members and non-members from all parts of the world come to share the 
camaradarie and conviviality that an A.E.S. convention offers not only through 
its educational and business sessions, but also through a program of fun and enter- 
tainment. 


New friendships are made and old ones are renewed. It is not uncommon 


after one or two conventions to come away with at least a dozen or more first- 
name friends upon whom you can rely when you need assistance. 

This is an opportunity to learn first-hand how the A.E.S. functions. Important 
decisions are made which may influence the future of the Society and the plating 
indutry as a whole. 

An A.E.S. convention is an investment in personal advancement, and in the 
future of the plating and finishing industries. 


George Schore 


Convention Chairman 





Westinghouse Columbus 
Appliance Plant Features 
Automated Processes 


STINGHOUSE Refrig- 
erators are coming off the 
assembly line (Fig. 1) in 


the Columbus plant of the 
Electric Appliance Division at the 
rate of two-every-minute. When pro- 
duction lines now planned are in op- 
eration, this figure will be increased 
considerably. 

Production at Columbus is gear- 
ed to this basic concept: the refrig- 
erator must work; it must be salable; 
and, it must conform to exacting de- 
sign and manufacturing specifica- 
tions. This means first of all, that a 


refrigerator can be no better than 
the materials from which it is made, 
and secondly, that it can be no bet- 
ter than the skills of the workmen 
and the jigs and fixtures they use 
to fabricate and then assemble the 
hundreds of parts and components 
into a complete refrigerator. 

Control of quality at Columbus is 
no idle gesture. All incoming steel 
is inspected for alloy content, size, 
tensile strength, hardness, and sur- 
face conditions before it is used. 
During shearing, stamping, forming, 
punching and drilling operations — 
inspections for size, depth of emboss, 
width and squareness of flanges, size 
and location of various holes, ab- 
sence of die marks, burrs, dinges, 
and scratches are made on the first 
piece plus periodic patrol piece in- 
spection basis. 

This same inspection pattern is 
followed for welding and subassem- 
bly operations. It extends to surface 
finishing, degreasing, rust inhibit- 
ing, porcelain enameling, and exter- 


Fig. 1— Completed refrigerators being 

given a final inspection before crating 

for shipment. This inspection makes dou- 

bly sure that all accessories are included, 
that the finish is perfect. 








ior organic finishing. Dimensional 
tolerance checks are made after 
every manufacturing and fabrication 
operation to insure the kind of fit 
that has made mass production the 
industrial miracle it is. Inspection is 
thus unrelenting and unyielding in 
its demands for precision. 
Production economics dictate that 
special manufacturing facilities be 
provided for the hundreds of parts 
that go to make up the modern re- 
frigerator. Therefore, what precedes 
the actual assembly largely deter- 
mines how smoothly the line runs. 
The starting point for all refrig- 
erators at Columbus is the steel 
storage and shear and press shop 
area. At this point sheet steel for 
the outer shell, the inner liner, the 
door, the many small parts, and 
electrical sheet, steel for the com- 


Fig. 2—Food com- 
partments are 
made by seam 
welding a stamped 
sheet metal top 
piece and bottom 
piece, to a stamped 
and formed sheet 
metal skirt or 
wrapper that 
makes the sides 
and back. Welding 
is sequenced aquto- 
matically. Finished 
food compartments 
are taken to the 
degreasing and 
pickling machine 
by the overhead 
conveyor seen 
above the opera- 
tor’s head. 


pressor motor are received, inspect- 
ed, and released to the manufactur- 
ing operations. 

From here on machines do every- 
thing: stamp out 500 compressor 
motor laminations a minute; coat 
structural sheet with a drawing com- 
pound; shear sheets to size; draw, 
form, trim, and notch structural 
sheet into hundreds of small, intri- 
cate parts; blank sides, top and bot- 
tom of the door frame which are then 
joined together by welding; form the 
refrigerator door, then trim and 
pierce. 

From the press shop, all fabricat- 
ed small parts are moved by trucks 
and pallets to the production line. 

Sub-assemblies, such as the weld- 
ed refrigerator door and door frame, 
are moved to the shell and door fab- 
rication and metal finish section by 





History of the Westinghouse Electric Appliance Division 


HROUGH automatic electric home appliances of every kind the name 
Westinghouse has become most familiar in American homes today. 

The Electric Appliance Division headquartered in Mansfield, Ohio, is one of 

23 divisions operated by the Westinghouse Electric Corporation. It is composed 


of four plants: 


The East Springfield, Mass., plant which produces refrigeration units, water 
and beverage coolers, fans, vacuum cleaners, food mixers and food waste 


disposers. 


The Mansfield factory which turns out electric ranges, Laundromats, clothes 
dryers, refrigerators and home freezers, dishwashers, water heaters and 


electric housewares. 


The Columbus, Ohio, plant which builds refrigeration products. 
The Newark, Ohio, plant which stocks all renewal parts for the Electric Ap- 


pliance Division products. 


In the early 1900’s, Westinghouse appliances consisted of approximately 10 
table appliance items which were made in plants located in East Pittsburgh, Pa., 


and Newark, N. J. 


The East Springfield plant was established in 1915 with production devoted 
to armaments. First civilian products manufactured there were washing machine 
and other small motors, automotive equipment (starters and generators) and 


fans in 1919. 


In 1917 Westinghouse purchased the Copeman Electric Stove Company in 
Flint, Michigan, and began the development and production of the first fully 
automatic electric range—the model 319-B. Simultaneously, all Westinghouse 
appliances became the responsibility of the Merchandising Division. 

In March, 1918, the Westinghouse Merchandising Division was moved to 
Mansfield, Ohio, pulling together operations carried on at Flint, East Pittsburgh, 


Pa., and Newark, N. J. 


In 1929, the name Westinghouse Electric Products Company was changed to 
Westinghouse Electric and Manufacturing Company. The present name—West- 
inghouse Electric Corporation—was not adopted until 1942 when, at the same 
time, the Merchandising Division became the Electric Appliance Division. 

Though electric irons had been made for many years, the first automatic 
electric iron was made by Westinghouse in 1924. 

In the 1930's the company added refrigerators, water heaters, vacuum clean- 


overhead conveyor — there being 
some 27 miles of overhead and floor 
conveyers in the plant split into 51 
separate systems. 

In a separate press and fabrica- 
tion area, large presses blank and 
form the tops, bottoms, and skirts 
for the inner liner or food compart- 
ment. These are later welded to- 
gether in a six-wheel seam welder 
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(Fig. 2). The welded liners move 
through a metal finish line and are 
then taken by an overhead conveyor 
system to the degreasing and pick- 
ling machine, and then to the por- 
celain enamel department. 

Scale, rust, oils, soap solutions 
used in presses, and all foreign mat- 
ter are removed from the food com- 
partment in the degreasing and pick- 
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ers, roaster ovens and dishwashers to its line. Laundromat automatic washers 
were marketed in 1940, making a total of 23 appliances produced by the company. 

With the outbreak of World War II, production of home appliances ceased 
and the Westinghouse appliance plants turned to the manufacture of precision 
instruments such as binoculars, bomb fuses, tank gun stabilizers, radio transmit- 
ters, and depth controls as well as fabricated airplane parts for the Armed Forces. 

Shortly after V-E Day, the Electric Appliance Division embarked on an $11,- 
500,000 expansion program that brought its overall production level 50 per cent 
higher than prewar. It also made possible the manufacture of new postwar prod- 
ucts by the Mansfield and East Springfield plants. 

In 1946 Westinghouse introduced the first upright home freezer. Other new 
products added to the company’s lines included: automatic clothes dryers, food 
waste disposers, electric bed coverings, electric griddles, waffle baker and sand- 
wich grill combinations, steam irons, Open Handle dry irons and additions to 
the vacuum cleaner line. 

In 1949 the first fully automatic defrosting refrigerator was introduced. 

A renewal parts service depot was established that same vear in Newark, Ohio, 
to service all appliances made by Mansfield. Later, all renewal parts manufac- 
tured by the Division’s East Springfield plant were concentrated there. 

In 1952 Westinghouse ushered in an era of cooking without looking on its 
model AD-774 electric range with the first automatic surface unit. Shortly there- 
after Cook-N-Fryers, dehumidifiers and room air conditioners were produced. 

A second wave of postwar expansion for the Electric Appliance Division was 
initiated with the decision to build a plant in Columbus, Ohio, devoted to refrig- 
eration products. The first refrigerator produced there in November, 1953, mark- 
ed the debut of the largest plant ever built by Westinghouse. 

The vast plant, situated on a 315 acre site, contains approximately 2,000,000 
square feet of floor space and at top capacity can produce 4,000 major appliances 
a day. Its roof covers 45 acres of plant area. The plant contains four manufac- 
turing aisles, each 200 feet wide and extending nearly 1500 feet. These aisles 
lead in a straight line production pattern to the warehouse area which has a 
storage capacity of 100,000 major household appliances. 

To keep pace with the expansion of manufacturing facilities and additions of 
new products to its lines, the Electric Appliance Division and its field organiza- 
tion at that time was divided into three product operations—major appliances, 
portable appliances and refrigeration specialties—with which to better serve its 
customers now and in the future. 


ling machine (Fig. 3) after which a 
thin coat of nickel is applied to help 
the enamel adhere to the surface. 
Following cleaning, a ground coat of 
porcelain is dip coated on; then re- 
inforced with a spray gun, then dried 
at 180 deg. F., and finally, fired at 
1430 deg. F. The second interior 
coat is white porcelain enamel which 
is sprayed on (Fig. 4); dried at 210 
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deg. F. and fired at 1380 deg. F. 

The food compartments are then 
conveyed to a sub-assembly area 
where all shelf supports are inserted 
and speed nuts and tap bars are put 
in place for attaching the evapora- 
tor. The inner liners then move by 
overhead conveyor to the refrigera- 
tor assembly line. 

One of the more interesting fabri- 
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cation operations is that of forming 
the outer shell for the refrigerator. 
The shell starts out as a single, flat 
sheet of steel ranging from 2514 
inches wide by 12134 inches long to 
251% inches by 160% inches long. 
The first production step when 
making an outer shell is to notch 
and pierce the sheet. There follows 
in quick succession: flange rolling; 
then sheet bending to form the sides 
and top of the shell—the equivalent 
of an inverted letter “U”; then weld- 
ing the back sheets, back brace, and 
reinforcing angles to the shell in a 
special automatic, multitip spot 
welder; then forming the bottom 
flange on the cabinet in a squaring 
and welding jig and welding the 
front panel, food compartment gus- 
sets, and the door hinge bar to the 
cabinet; then welding the leveling 


screws on the cabinet and the bot- 
tom pan to the rear panel; then drill- 
ing hinge mounting holes; and final- 
ly finish grinding and buffing. The 
completed cabinet is then delivered 
by belt conveyor to a point where it 
is transferred to an overhead con- 
veyor that takes it to the phosphati- 
zing tunnel. 

The cabinet is first given an alka- 
line cleaning followed by a double 
rinse; it is then phosphatized and 
etched so the paint will adhere bet- 
ter. After the cabinet is dried, the 
seams are sealed with Benolite—a 
plastic compound that makes the 
seams air tight; then transferred to 
another conveyor that takes the 
cabinet to the prime coat spray 
booth; through an oven where the 
prime coat is baked at 300 deg. F. 
for 50 minutes; then to the sanding 


Fig. 3—This machine carries food compartments through the vats which remove the 

oils and soap solutions left by presses, and microscopic steel dust or other foreign 

steel matter. It also coats the compartment with nickel, rinses and dries it preparatory 
to enameling. 
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room where every cabinet — and 
door too (Fig. 5)—is inspected and 
any foreign particles adhering to 
the paint are removed by sanding; 
then to the finish coat spray booth 
for the final coat of white enamel 
(Fig. 6); then through the ovens 
where the final coat is baked at 260 
deg. F. for 50 minutes; and then to 
the storage area at the head of the 
assembly line. 

The Westinghouse refrigerating 
unit is made up of four basic com- 
ponents: the evaporator, the con- 
denser, the compressor, and the tem- 
perature control. In the Frost Free 
models there is a fifth component: 
the automatic defrost control. All 
these basic components are assem- 
bled from many separate parts and 
tested thoroughly. 

Assembly of the refrigerator starts 
by placing a cabinet upright on a 
wooden frame that serves as a pallet 
during assembly and a base for the 
refrigerator shipping case. The cabi- 
net and base are moved along a 
powered, floor conveyor that is the 
assembly line. The first actual as- 
sembly step is that of spraying the 
weld seams with a wax coating. The 
wax coat, applied over the Benolite 
plastic coat, is double assurance of 
an air-tight cabinet. 

The cabinet is then tipped over 
on its back and glass wool insulation 
packed in place. An overhead con- 
veyor that functions as a conveyor 
and traveling storeroom brings the 
glass wool from the receiving area. 
The food compartment liner is then 
placed in the cabinet and secured to 
the outer shell. As with the glass 
wool the food compartment is 
brought to the assembly line from 
the porcelain enameling area by an 
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Fig. 4—The white finish coat of titanium 
acid resistant porcelain enamel is spray- 
ed on the inside surface of the food liner 
in the specially ventilated spray booth. 
From here the compartments go through 
a dryer, then the corners are rimmed to 
prevent chipping, and then through the 
furnace where the porcelain enamel is 
fired on at 1380 deg. F. 


overhead conveyor. 

The cabinet is then raised to an 
upright position and the refrigerat- 
ing unit installed. Once again a con- 
veyor is used to connect the refrig- 
erating unit assembly area with the 
refrigerator assembiy line. With the 
unit in place, glass wool is packed 
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into the bottom of the cabinet to 
deaden the noise of the compressor 
and the evaporator tube openings in 
the cabinet are sealed with a mastic. 
Then finally, the door frame trim 
mouldings are attached and the re- 
frigerating unit control and the food 
compartment light switch attached 
to the trim and the cabinet is again 
tipped over on its back. 

Next comes the toughest test of 
all—the cabinet leak test (Fig. 7). 
A test panel that looks like a refrig- 
erator door in traction is placed over 
the door opening of the cabinet and 
a vacuum pulled on the box. The 
cabinet must hold a 4-inch vacuum 
pulled for-a given period of time if 
it is to pass water muster for not 
less than 6 seconds. A light flashes 
to show the cabinet passed the test. 

Following the leak test the cabi- 
net is again raised to an upright po- 
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sition and the fan cover installed. 
Next come brackets to hold the 
cabinet firmly in place on its base 
during shipping. Then the door is 
attached to the box. 

The control dial is then put in and 
the refrigerating unit connected to a 
traveling electric outlet and run for 
10 minutes to be sure the unit oper- 
erates satisfactorily. The refrigera- 
tor is then cleaned inside and out, 
the accessories placed in the cabinet, 
and the electric system ground test- 
ed and the control continuity tested. 

Then comes the tunnel of light 
where the exterior finish is examined 
very carefully to be sure there aren’t 
any blemishes in the finish paint 
coat or any dinges or scratches in 
the cabinet shell. Any imperfections 
in finish are corrected upon emer- 
gence from the tunnel of light. Final 
inspection follows, then crating. 


Fig. 5 — Cabinets 
and doors are in- 
spected and any 
blemishes or for- 
eign particles in 
the prime coat of 
paint are sanded 
down by hand. 
Dust from the sand- 
ing operation is re- 
moved by wiping 
with a_ specially 
prepared “tack- 
cloth” and blowing 
with air before the 
finish coat of white 
enamel is sprayed 
on. 
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A great deal of research has gone 
into the packaging of refrigerators. 
As a result damage in transit has 
been reduced to less than 1 per cent 
on packaging and 0.7 per cent on 
the product. This is a fine compli- 
ment to engineered packaging and 
better packing materials and meth- 
ods—all of which are in use here. 

The refrigerators are identified by 
stenciling the model, style, and ser- 
ial number on the outside of the 
crate. After that, they are moved to 
the warehouse where they are segre- 
gated and stored temporarily or 
moved to areas on the shipping plat- 
form from which they can be picked 
up by lift truck and loaded into 
freight cars. There is capacity in the 


warehouse for 90,000 appliances. 
That is the story of refrigerator 
production at Columbus — a plant 
where only superlatives apply: 
Nearly two million square feet of 
manufacturing area that houses 2613 
production tools; more than two 
miles of roads and driveways out- 
side the plant serve 41 truck load- 
ing and unloading docks; nearly 
four miles of railroad track with 
eight loading and unloading plat- 
forms that can provide for 49 cars 
simultaneously; 60 carloads of raw 
material received daily and 90 car- 
loads of finished products shipped; 
27 miles of overhead monorail con- 
veyors and floor conveyors that are 
split into 51 separate conveyor sys- 


Fig. 6—Cabinets and doors are given their final coat of white paint in this water wash 

spray booth. The paint is piped from the paint mix room and is circulated through 

the system continuously 24 hours a day, 7 days a week. From here, parts go through 
an oven where the paint is baked on at 260 deg. F. for 50 minutes. 
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Fig. 7—A good refrigerator cabinet does not leak air or moisture. To be sure that 

Westinghouse cabinets are properly sealed, each one is given a leak test. A test 

panel that looks very much like a standard refrigerator door in traction is placed 

over the cabinet door opening. When properly sealed, a 4-inch water vacuum is 
pulled. This must be held to pass inspection. 


(Photos courtesy Westinghouse Electric Corp., Pittsburgh 30, Pa.) 


tems; 65 electric lift trucks and 18 
electric walking pallet trucks; and 
nearly 15,000 lighting fixtures. 
These facilities and services — when 
integrated — make the Columbus 
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plant an extremely efficient produc- 
tion unit in spite of the fact that it 
is 2172 feet from one end to the 
other and 882 feet across. 





FACT FILE OF METAL SPECIAL- 
TIES. An illustrated leaflet designated 
as ‘Fact File of Better-Built, Longer 
Lasting Metal Specialties,’’ is being dis- 
tributed by Allied Metal Specialties, Inc., 
Box 235, Hampden Sta., Baltimore 11, 
Maryland. 

Shown in the illustrated bulletin are 
trays, racks, fixtures, crates, baskets, 
tanks, and specialty items supplied by 
the company. For .°ch type of product 
the type of metal from which that prod- 
uct is constructed is specified and sug- 
gested uses for the product are included. 
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1RAMSERK: WECM EEE ; ree SMOOTH OPERATION 
SAVES YOU TIME 


The new Wagner Brothers Automatic 
Plating Machine operates so smoothly 
that you can balance a full water glass 
on the transfer mechanism throughout 
the entire plating cycle. Obviously such 
smooth operation will save you time now 
spent salvaging parts from tanks, drop- 
ped there because of the jolting transfer 

ees a action of ordinary plating machines. This 
RACK MECHANISM CONTROL PANEL POWER UNIT smooth, positive performance is accom- 
plished by our Hydromotor power prin- 
ciple which makes each start and stop 
as gentle as a breeze. 


LOW POWER REQUIREMENTS SAVE YOU MONEY 


Powered by one 5 hp electric motor, the installation shown automatic plater. This is made possible because no super- 
uses less than half the power required by any comparative —_ structure is being lifted along with the work load. 


FLEXIBLE CONTROLS SIMPLIFY OPERATION 


Two sets of controls, both hydraulic and electric, regulate varied with this unit. li you desire extremely long drag-out 
production and cycle time. Drag-out or dwell time are easily or dwell times, the machine can be modified with a two 
shaft arrangement. 


OTHER PLUS FEATURES 


Light components make for economical installation. This | adjustment. There are no greased parts or hydraulic fittings 
compact unit needs a minimum of floor space, and a model _ over tanks. Central lubrication. Automatic heat control. Triple 
using 48-inch racks can be operated under a 12-foot ceiling. | contacts on cathode bars. And so many other outstanding 
All driving and actuating parts are easily accessible for features that our engineers would be pleased to explain to you. 


Write or wire direct for complete information about this revolutionary advance in plating automation. 
Semi-Automatics © Precision Hard Chrome Units ¢ Tanks © Filters © Rectifiers © Anodes © Anode Containers ¢ Tank Linings © Solutions © Supplies 








YOUR PRIMARY SOURCE FOR PLATING AND POLISHING EQUIPMENT AND SUPPLIES 


WAGNER BROTHERS, INC., 
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BROTHERS, INC. -— 


Address 
DETROIT 3, MICHIGAN 


ICAGO@ROCHESTER@ CLEVELAND @CINCINNATI@ INDIANAPOLIS @ ST. LOUIS@® NEW YORK 














ACTUAL PRODUCTION RUNS PROVE 
NEW EGYPTIAN 700 GLAZE — 


Qut-Performs any Comparable 
Finishing System™ 








*Facts from 
Egyptian New Product 
Field Report 


nduotrial OFinishes 


The EGYPTIAN LACQUER MANUFACTURING COMPANY 


BOX 444, NEWARK 1, NEW JERSEY 
EXECUTIVE OFFICES, ROCKEFELLER CENTER, N. Y. © Plants: South Kearny, N. J.—Lafayette, Ind. 
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GREATER IMPACT 
RESISTANCE* New 
Egyptian 700 Glaze 
showed greater 
resistance to im- 
pact and mechani- 
cal abuse than any 
comparable system 
tried. 


SUPERIOR ADHE- 
SION QUALITIES* 
New Egyptian 700 
System showed 
vastly superior ad- 
hesion qualities 
when checked 
against compara- 
ble systems. 








EVEN FREER SANDING* New 
Egyptian 700 Glaze proved to 
be even freer sanding than 
comparable systems. Need 
for coarse sanding elimi- 
nated. Sanding is done with 
#100 and #150 paper. Most 
small castings require no 
sanding. 


EVEN FASTER DRYING* New 
Egyptian 700 Glaze dried even 
faster than comparable sys- 
tems making speed drying 
their basic claim to merit. In 
cases of exceptional rush, 
Glazed Work was satisfactorily 
sanded within an hour after 
application. 


SPRAY, BRUSH OR GLAZE* 
New Egyptian 700 Glaze can 
be sprayed, brushed or glazed 
with equally fine results, 
bringing a high degree of 
versatility to your finishing 
room equipment. 


NO TENDENCY TO PULL OR ROLL* Egyptian 
700 Glaze is unusually easy to apply by 
knife. Remains soft and workable for as 
many as 40 knife strokes. Shows no ten- 
dency to pull or roll. This remarkable .work- 
ability makes it easy to Glaze large areas 
without showing lap marks. 


Your Egyptian Industrial Finishes Specialist is anxious to show you how the 
NEW EGYPTIAN 700 SYSTEM can cut your costs of finishing Castings, 
Machine Tools and Fabricated Metals without cutting quality. No obligation 
of course. 


EGYPTIAN LACQUER MFG. CO. 
Box 444, Newark 1, New Jersey [) Hove Egyptian Industrial 
Finishes Specialist call. 


Show me how NEW EGYPTIAN 700 GLAZE can cut my Finishing Costs 
and still retain the Qualities of Slower Drying Finishes. 


(] Forward More Detailed Information. 
SAVE 
TIME 

USE 
THIS 

COUPON ! Name 

Company 

Street : 

ot Shee ee ae ; ; vee State 
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Standardization Saves 


Water-Wash Spray Booths 


Leg-Type (also Bench-Type) 
Spray Booths 


Dry-Type Spray Booths 
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You Time and Labor Costs! 


You know how standardization saves in your business. 
Read how you benefit with standard panel sizes. 


DeVilbiss Standardized Spray 
Booths — water wash, dry type, 
bench or leg type — are based on 
standard panel sizes. 


To you, this brings several im- 
mediate time and money savings: 


Easier erection — panels are ac- 
curately sized and punched so that 
corners and seams fit snugly and 
bolt together without binding or 
misalignment. Panels line up ex- 
actly and form a smooth, even, 
interior surface. 


Lower installation costs — you 
save on labor because your own 
crews can easily assemble these 
booths. Rolled edges with mitered 


DeVilbiss Spray Booths are 
manufactured to the stand- 
ards of the National Board 
of Fire Underwriters for 
spray booths as recom- 
mended by the National Fire 
Protection Association. 


and welded corners reinforce the 
panels to provide a rigid, sturdy 
structure that is free standing. 


Easy to convert to meet future 
needs — panel type construction 
makes it convenient to move, en- 
large, rearrange or revamp. 


A DeVilbiss representative will 
gladly give you helpful information 
on standard or special Spray Booths 
as well as DeVilbiss Spray Guns, 
Air Compressors, Hose and Con- 
nections. See him today! 


THE DEVILBISS COMPANY 
Toledo, Ohio 


Barrie, Ontario @ London, England 
Santa Clara, Calif. 


FOR BETTER SERVICE, BUY 


DeViLBiIssS 


BRANCH OFFICES AND DISTRIBUTORS IN PRINCIPAL CITIES 
THROUGHOUT THE UNITED STATES, CANADA AND THE WORLD 
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How fo Finish 


by Vacuum 


By J. GORDON SEITER 


Manager, Vacuum Metallizing Department 
F. J. Stokes Machine Company, Philadelphia, Pa. 


J. Gordon Seiter (above) discussed 
“Vacuum Metallizing” at the First An- 
nual Tri-State Regional Meeting, Ameri- 
can Electroplaters’ Society, held April 3 
in Cincinnati. 
(PRODUCTS FINISHING Staff Photo) 


horns, costume jewelry, radio 

cabinets, and radiator grilles 

are being finished by vacuum 
metallizing these days. 

Although the process is not a re- 
cent discovery, it is only with the 
development of efficient, high-speed 
diffusion vacuum pumps and effec- 
tive air-tight vacuum chambers that 
it has been transformed from an es- 
sentially laboratory-scale process to 
a practical and profitable method of 
industrial finishing. These develop- 
ments and accompanying refine- 
ments in vacuum processing techni- 
ques have brought vacuum metalliz- 
ing to a point at which it is now ac- 
cepted as one of the standard meth- 
ods of depositing metallic coatings. 

Vacuum metallizing should not be 


Te: trains, tail lights, bicycle 
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Fig. 1—A number of products finished by 
vacuum metallizing. 


confused with vacuum sputtering or 
with vacuum spraying under me- 
chanical or thermal impulse. It is 
true vaporization of metal or metal- 
lic salts in an extremely high vac- 
uum. Under these conditions, the 
metal or salt is transformed to mole- 
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cular particles which, in the ab- 
sence of any restraining molecules of 
air, are free to move about at will. 
The characteristic movement of 
such unrestrained molecules is out- 
ward from the source in all direc- 
tions in straight lines until they 
come in contact with a facing sur- 
face, whereupon they condense and 


Metal Products 
Metallizing 


coat that object. 

The process is now used to coat 
both metal parts and all kinds of 
non-metallic materials. In fact, vac- 
uum metallizing is used to coat non- 
conductive materials so that they 
can subsequently be electroplated. 
This discussion, however, will be 
limited to coating metal products by 


Fig. 2--Prior to metallizing, parts are shown being sprayed with a lacquer coating 
in the A. C. Gilbert Co. plant, New Haven, Conn. 











the vacuum process. 

For decorative work, vacuum me- 
tallizing gives a smooth, tightly ad- 
hering coat that will not tarnish, has 
a brilliant lustre, and is highly re- 
flective. Such a coating may be left 
the natural color of the metal depo- 
sited, or it can be given any other 
desired color by dyeing the protec- 
tive coat of lacquer applied subse- 
quent to the metallizing. 

Coatings deposited by the vacuum 
process may also possess valuable 
functional properties. They may be 
made to reflect, to partially reflect, 
or to partially transmit, light and 
heat waves; they may be designed 
to conduct electric current; or they 
may act as a moisture barrier. 

Vacuum metallized metal prod- 
ucts are now utilized in the automo- 
tive industry—for name plates, orna- 


ments, handles, knobs, trim, tail 
lights, reflectors, and even radiator 
grilles—in fact, wherever the parts 
are not likely to be subjected to 
bumps, shocks, or severe abrasion. 
Developments in protective lacquers 
for parts to be exposed to the weath- 
er have now progressed to the point 
at which vacuum metallized sur- 
faces on zinc die castings have with- 
stood 800 hours of salt spray without 
deterioration. 

In general, vacuum metallizing is 
well suited for any type of part ordi- 
narily made of die castings or steel 
stampings. Such products as light- 
ing fixtures; hardware items like 
doorknobs, drawer pulls, and switch 
plates; plumbing fixture handles; 
figurines, sports trophies and reli- 
gious articles; toy trains, cap pistols, 
and bicycle horns; can openers, 


Fig. 3—Zince base die cast horns manufactured by Yoder Mfg. Co., Little Rock, Ark., 

are dipped in lacquer prior to vacuum metallizing. The lacquer dip tank is raised 

by a hydraulic jack until the lacquer completely covers the horns, then is lowered 

very slowly so that the lacquer coating is uniform and free from runs. This is an 
essential step in the process. 
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escutcheons and name plates for 
household appliances, and sculptur- 
ed placques—these are all being suc- 
cessfully finished today by vacuum 
metallizing. 

How It’s Done 

The objects to be metallized are 
first cleaned, and then given a light 
phosphate coating, which may be 
either sprayed, dipped, or brushed 
on. This coating, while not abso- 
lutely essential, is recommended for 
quality plating. It provides a rust 
proof protection and, more import- 
ant, produces a roughening of the 
surface of the base metal which pro- 
motes a good bond between it and 
the coat of lacquer which is next to 
be applied. The phosphate coating 
should not be too heavy or it will 
leave a “pebbly” surface even after 
lacquering, which will then be faith- 
fully duplicated in the final metal- 
lized surface. 

The phosphated pieces are next 
given a thin coat of lacquer, applied 
either by spray- 
ing (Fig. 2) or 
dipping (Fig. 3). 

This is one of 
the significant 
modern refine- 
ments of the 
vacuum metal- 
lizing technique 
and contributes 
a great deal to 


Fig. 4 — Lacquer 
dipped horns are 
loaded onto racks 
and baked for 35 
minutes. 
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the satisfactory results which can 
now be obtained. Lacquering accom- 
plishes two important purposes. It 
provides a smooth undercoat for the 
metallic deposit, filling in and ob- 
literating any tiny cracks, scratches, 
or visible blemishes, and thus pro- 
ducing a smooth high gloss surface 
in the finished product. It also seals 
the pores and reduces gassing from 
the base material — especially im- 
portant when the base material is 
slush metal or lead base castings 
which are likely to be very porous. 
In the latter purpose the lacquer 
coating serves a very useful function 
by shortening the pump down time 
required to evacuate the metallizing 
chamber, and thus quickening the 
production cycle. 

Spraying should be done in a 
spray booth and in a dust free area, 
to prevent the part from picking up 
any dust particles, as these will ul- 
timately detract from the glossy sur- 
face of the metallized product. 
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For lacquering metal parts, syn- 
thetic resins which are “cured” by 
baking at 300 deg. F. for about 20 
minutes (Fig. 4) are recommended 
coating materials. 

The pieces to be metallized are 
then arranged on racks which hold 
them in the proper position with re- 
spect to the metal source from which 
the metal molecules are dispersed. 
Where the surfaces to be coated are 
intricate or involve multiple planes, 
the rack is designed to rotate the 
parts during the vaporization period 
so that all of the desired surfaces are 


brought into the “line of fire.” Such 
is the nature of the radiation of the 
vaporizing metal, however, that the 
parts can be spaced fairly close to- 
gether and large quantities of pieces 
can be metallized in one cycle. 
The loaded racks are then moved 
into the vacuum chamber, the door 
is closed, and a high vacuum is 
drawn. For most products, drawing 
the vacuum is itself sufficient to take 
care of out-gassing and moisture- 
removal from the pieces to be coat- 
ed. The parts are ready for metalliz- 
ing when the pressure in the cham- 


Fig. 5—After the lacquer coat has been fully cured in the baking cycle (Fig. 4), the 
horns are loaded onto the “spiders” of the metallizing unit. The chain drive rotates 
these spiders during the flashing period when the aluminum is being vaporized so 
that all parts of the horns are brought into the line of fire and are coated with their 
full share of metal. The filaments on which the aluminum is hung can be seen in 
the center of the rack of six spiders, running longitudinally through the chamber. The 
illustration shows a completed rack being removed from the chamber after metallizing. 
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Fig. 6 — Metallized 
horns are unload- 
ed from the rack 
and given a second 
lacquer dip which, 
like the first, is 
then baked for 35 
minutes. The hard, 
tough coating pro- 
tects the brilliant 
and lustrous metal- 
lic finish. 
(Photos courtesy 
F. J. Stokes 
Machine Co., 
Philadelphia, Pa.) 


ber has been re- 
duced to 0.5 mi- 
cron or lower. 

Since the va- 
porizing or met- 
allizing period 
is a very brief portion of the 
complete cycle, production rates 
are largely determined by the speed 
with which this vacuum is reached. 
High capacity vacuum pumping 
systems are now available which 
assure rapid pump-down of the 
chamber. Rough pumping with a 
mechanical vacuum pump takes 
about three minutes; then the boost- 
er pump is cut in and within another 
minute brings the pressure down to 
100 microns or less; then the diffus- 
ion pump is cut in and within an- 
other three minutes brings the pres- 
sure down to 0.5 micron. (These 
times are for pumping down the 
empty chamber when clean and dry; 
cycles for loaded chambers will be 
about double these times. 

While the pressure is being re- 
duced the metal to be vaporized is 
being electrically heated. Where this 
metal is aluminum (the one most 
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frequently used in vacuum metalliz- 
ing) the recommended technique is 
to use small aluminum staples which 
are hung from a suitable array of 
coils of stranded tungsten wire fila- 
ments placed in proper position to 
give the desired thorough dispersion 
of vaporized metal ions. The fila- 
ments are connected to a source of 
electric current by means of filament 
holders attached to two electrodes 
which run lengthwise through the 
vacuum chamber. 

As the vacuum is being drawn, the 
filaments are preheated to drive off 
gases and any moisture that may be 
present and to allow for expansion. 
This is a step which contributes con- 
siderably to prolonging the life of 
the filaments. Where proper proce- 
dures like this are followed, fila- 
ments may last 10 to 15 cycles. 

When the pressure has been re- 
duced to below 1 micron, the fila- 
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EXCEPTIONAL RESULTS 


ON STAINLESS STEEL 
Churchill’s new No. 20-RD 


sogers ad 
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ments are gradually raised to in- 
candescence at 1200 deg. F. At this 
temperature, which is the melting 
point of aluminum in a vacuum, the 
aluminum staples melt and spread 
over the strands of tungsten, giving 
‘a large surface area, well distribut- 
‘ed, from which the metal can eva- 
| porate. In its molten state, the metal 
jacts as a “getter” to absorb gases 
/and thus contributes to the produc- 
| tion of an even better vacuum. 

| Now the temperature is raised 
_ rapidly to 1800 deg. F. At this point, 
| evaporation of the aluminum takes 
| place, a phenomenon which is ex- 





s/ | citing to watch and amply deserves 


Sisal Buff' 


FASTER cutting action that’s positively unbe- 
lievable! 

LONGER wearing qualities hitherto unequalled! 

REMARKABLY smoother finish now possible! 

FLEXIBILITY never before achieved in a sisal 
buff! 


Churchill No. 20-RD Sisal Finger Buffs* 
are competitively priced. Produced in all 
sizes from 6” to 18” diameters. Write for 
complete information. 


*Churchill Finger-Buff, Trademark reg. 
REPRESENTATIVES IN PRINCIPAL CITIES 


Geo. R. Churchill Co., nc. vag 


Dept. PF, North Quincy 71, Mass. 


| Please send me FREE Catalog and 
i complete information. My special 
buffing problem is . 


State 
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the description, “flashing the fila- 
ments.” The aluminum vaporizes 
and takes flight in molecular form in 
a very short time-—about 5 to 10 sec- 
onds—and is deposited on the pieces 
in the racks and on the inner wall 
of the vacuum chamber. It gives all 
the surfaces it reaches a coating of 
glistening metal, thin but uniform, 
and of perfect fidelity to the surface 
of the object to be coated. 

Metals or metallic salts which 
cannot be hung from filaments are 
usually placed in “boats” or trough- 
shaped crucibles formed from gra- 
phite, tungsten or molybdenum and 
running longitudinally through the 
vacuum chamber. The “boat” is 
fastened at each end to the electrical 
leads. As the current is applied, the 
“boat” becomes incandescent and 
' melts the metal or metallic salts con- 
| tained in it. This setup provides a 
large surface area of molten metal 
|for evaporation, which is desirable 
| for coating parts that require the de- 
| Posit of a relatively large amount of 
|metal. It is also the arrangement 
| best suited for the continuous metal- 
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ENGINEERED by A-F to clean cutting oil from 
small parts and the metal boxes in which 
they are conveyed, this A-F “Duo-Cleaning”’ 
Machine was built in the form of a “Siamese 
Twin’’—with both the A-F Rotary Drum Unit 
and Wire Mesh Conveyor Unit in the same 
housing so as to use the same set of pumps 
and the same supply tank. 


The small parts are cleaned in the rotary 


drum unit—the metal boxes are cleaned in 
the wire mesh conveyor unit... As the parts 
and boxes “race” through the cleaning proc- 
ess, the two machines are synchronized so 
that the boxes always come out first, in 
plenty of time to carry the same parts on to 
their destination. 

Have you a metal products cleaning and 
processing problem? Let A-F Engineers help 
you solve it. 


The Alvey-Ferguson Co. 


636 Disney St., Cincinnati 9, Ohio 


WEST COAST: Box 244, Azusa, Cal. 


ALVEY-FERGUSON 


CLEANING AND PROCESSING MACHINES 
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lizing of sheet stock in rolls. 

The total time for the metallizing 
cycle ranges from 10 to 25 minutes, 
depending on the material of the 
pieces being coated and the time re- 
quired for out-gassing it and stabil- 
izing the lacquer. 

After metallizing, the parts are re- 
moved from the chamber (Fig. 5) 
and, when necessary, given a final 
coat of a compatible lacquer to pro- 
tect the metal coating from abrasion 
(Fig. 6). A thickness of 2 or 3 mils 
is usually perfectly adequate for this 
purpose, and gives a very durable 
layer of protection. 

Aluminum deposited under vac- 
uum will give a brilliant, chrome- 
like tarnish-proof finish. Where this 
silvery color is desired, clear lacquer 
is used for the protective coating; 
where other metallic colors are want- 
ed, the lacquer may be dyed to give 
a gold, brass, copper, red, blue, am- 
ber, or other hue. 

This is the metallizing procedure 
for metal products in the basic 
form. There are, of course, many 
minor refinements of the technique 
which can best be worked out by 
consultation between the product- 
finisher and the experienced engi- 
neers of companies supplying the 
vacuum processing equipment. 
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Finish Characteristics 

The metal coating deposited by 
the vacuum process is quite thin, 
normally ranging from one to ten 
millionths of an inch and seldom ex- 
ceeding five millionths of an inch. 
While thickness of the deposit is not 
critical in most product-finishing ap- 
plications, it can be accurately con- 
trolled to within one ten-millionth 
of an inch. The method of control- 
ling the thickness is to limit the time 
during which the electric current 
heating the filaments is high enough 
to hold the temperature at the point 
of vaporization of the metal being 
deposited. As mentioned above, the 
normal length of time for this step 
in the process is five to ten seconds, 
but it can safely be prolonged for 
an additional few seconds. This will 
increase the thickness of the deposit 
up to the practical maximum of 
about 10 millionths of an inch. 

An aluminum film of less than 
three millionths of an inch will com- 
pletely conceal the color of the base 
material of the coated object. This 
permits the manufacturer to design 
his product around base materials 
that are relatively inexpensive and, 
by giving them a quality finish by 
vacuum metallizing, obtain a very 
attractive end product. 

The vacuum metallized finish is 
brilliant, smooth, and highly reflec- 
tive without any subsequent polish- 
ing and buffing. This finish will not 
tarnish and remains bright and un- 
affected by aging. Corrosion resist- 
ance of vacuum metallized products 
is very high due to the continuous, 
unbroken film which is formed by 
the deposit of molecular metal un- 
impeded by any interfering medium. 

The highly reflective finish which 
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New Pennsalt Fosbond Process Is 
Trouble-Free, Dependable 


Provides a Superior Pre-Paint, 
Corrosion-Resistant Surface 


If phosphatizing has been a constant 
source of trouble in your plant, you 
ought to know more about Fosbond! 
Pennsalt created this brand-new proc- 
ess with one idea in mind: that it 
should provide a first-rate paint-bond 
surface and be dependably trouble-free 
in operation. Frankly, we succeeded — 
and here’s why: 

The Fosbond Process comprises an 
integrated, thoroughly compatible series 
of products and operations for the 
phosphatizing of metal prior to organic 
finishing. On any new installation, 
Pennsalt metal-finishing specialists an- 
alyze the customer’s operation, then 
specify the proper Fosbond materials 
and how they should be used. These 


A Mighty Important Extra! 
Aint ONp REFUND o> 


Cn 
>" Guaranteed by ” 
Good Housekeeping 
on \ 


ry 
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Fosbond has qualified for the Good Housekeeping 
“a. Guaranty Seal, a part of the colorful Fosbond emblem. 
Authorized Fosbond users can incorporate this emblem 
into their sales literature, product tags, etc., thus benefit 
from a proved merchandising device! 


TAKEN THE 


EADACHES 


OUT OF PHOSPHATIZING ! 


men get the Process running smoothly 
and help keep it that way by making 
regular plant checks. 


Like to See Test Panels? 


We'll gladly send you aset of Fosbonded 
test panels, or Fosbond chemicals with 
which you can prepare your own pan- 
els. Just tell us 1) type metal to be 
phosphatized, 2) phosphate coating 
now used, 3) method of application, 4) 
organic finish used, 5) standards finish 
must meet. 

Or, give us details about your opera- 
tion, and we shall answer your ques- 
tions about Fosbond as specifically as 
possible. Write: Customer Service 
Dept., Pennsylvania Salt Mfg. Co., 
511 Widener Bldg., Phila. 7, Pa. 


A better stant 
fot. your finish, 


Pennsalt 
Chemicals 


Fosbond is 
a Pennsalt 


trade mark 
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is obtained makes vacuum metalliz- 
ing an attractive method of coating 
refiectors for such items as lighting 
fixtures, flashlights, and the inner 
surface of TV tubes and infra-red 
lamps. 

Coating Metals Used 

Practically any metal and many 
metallic salts can be deposited by 
the vacuum process. 

For decorative finishes, aluminum 
is the most commonly used metal. 
This is because it is the most easily 
vaporized, evaporating at the rela- 
tively low temperature of 1800 deg. 
F. under vacuum conditions; gives 
the same brilliant, chrome-like color 
as polished platinum, rhodium, or 
chromium; does not tarnish, even 
when it has not been lacquered; and 
is much cheaper, of course, than 
other materials. An aluminum de- 
posit can be protected against abra- 





| DETROIT ‘TAC’ RAGS» 
GIVE APPLIANCES THAT 











| "MILLION DOLLAR LOOK" 





A 


DETROIT “TAC” RAGS are an absolute necessity for 
cleaning any metal, wood or plastic surface before 
painting. Removes all dust, lint and sanding particles. 


Order today through your supplier. 
STANDARD OF THE FINISHING INDUSTRY SINCE 1934 


DETRO MFG. & SALES CO., INC., CULVER CITY, CALIFORNIA 
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sion by applying a topcoat of lac- 
quer. By dyeing this lacquer coat 
the metal can be made to simulate 
any desired metallic color. 

Where the product requires the 
pure metal coating rather than the 
simulated color, gold and silver can 
be readily applied by vacuum metal- 
lizing. Platinum, tungsten, tanta- 
lum, and molybdenum can also be 
evaporated and deposited by this 
process, but with greater difficulty. 
Nickel and chromium are sometimes 
used despite the much higher tem- 
perature required to vaporize them. 
Since nickel and chromium react 
with the tungsten filaments and thus 
produce an impure metallic radia- 
tion, the procedure usually followed 
when nickel or chromium must be 
deposited is first to electroplate the 
filaments with a quantity of the de- 
sired metal and then vaporize this 
under vacuum. 

Besides pure metals and alloys, 
many metallic salts are used as coat- 
ing materials, for the production of 
low reflective surfaces on _ lenses, 
sunglasses, and other products. 

While vacuum metallizing is not 
the universal process, the method 
should be definitely considered 
whenever metallic coatings are need- 
ed on any exterior surface, and the 
product-finisher should consult with 
the experienced engineers of manu- 
facturers of vacuum metallizing 
equipment to evaluate the applica- 
bility and economy of the process. 
Some of these manufacturers offer a 
“free sample” service, to encourage 
the potential user to make this eval- 
uation of the application he has in 
mind. As a result many new uses 
for vacuum metallizing are being 
discovered every day. 
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The solutions to your Industrial Oven and 
process heating problems can be found in 
this bulletin. 

Your inquiries are solicited whether your 
requirements are for simple ovens or large 
complicated continuous systems. 

For your copy of Bulletin 200 write or call. 


THE W.W. MANUFACTURING CO. 


4784 TRAIN AVENUE ¢ CLEVELAND 2, OHIO 
New York ¢ Chicago © Philadelphia © Syracuse © Detroit © Buffalo 
Cincinnati ¢ St. Lovis © Minneapolis * Birmingham ¢ Los Angeles ¢ Toronto 
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14 volt, 10,000 ompere Chandeysson motcr generator set Five Chandeysson motor generator sets are in daily 
as installed ot United States Spring & Bumper Company. service at the United States Spring & Bumper Com- 
pany, 4951 Alcoa Avenue, Los Angeles, California. 
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POWER CONVERSION 


IN 23 YEARS “WE HAVE SPENT PRACTICALLY NOTHING 
FOR MAINTENANCE AND REPAIRS” Says 


UNITED STATES SPRING & BUMPER CO. 
LOS ANGELES, CALIFORNIA 


‘‘And,” continues Mr. John B. Rauen, President of United States Spring and Bumper 
Company, “‘we are still using the first Chandeysson generator we ever bought. . . 
even though we have given it pretty rough treatment at times. We have five 
Chandeysson generators now, all giving dependable service although we overload them 
quite heavily at times.” 

So says another long-satisfied Chandeysson owner . . . proof once again that any way 


you look at it, any way you figure it, ‘“‘Chandeysson cuts costs of power conversion.” 
You can expect similar performance from a Chandeysson installation in your plant. 


Write, or mail coupon, for full information. 


convert wit Chandeysson, AND SAVE 4 WAYS 


* Use less power * Be sure of power when you need it most 


* Get more out of the power you pay for + Enjoy lifetime power dividends 


Bulletin D-102 contains data and specifications on Chandeysson machines. If you are interested in power savings and power 
dependability, it will pay you to read this bulletin. Your copy sent promptly, and without obligation. 


CHANDEYSSON ELECTRIC COMPANY 
4082 Bingham Avenue, St. Lovis 16, Missouri 


Please send me a copy of Bulletin D-102. 


Nome 


Company 


CHANDEYSSON ELECTRIC COMPANY 
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4082 Bingham Avenue Address 


St. Lovis 16, Missouri City 
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Long-Lasting 


Add to Beauty and Durability 


r IS NOT SURPRISING that lead- 

ing manufacturers in many 
fields use Pittsburgh Indus- 
trial Finishes on their 
products. 


By working closely with 
the technical and engineer- 
ing staffs of these organiza- 
tions, Pittsburgh produces 
tailor-made coatings of out- 
standing quality and per- 
formance to meet the most 
rigid requirements for dura- 
bility and eye appeal. 

For instance, for more than 
twenty-five years Pittsburgh 
has developed a variety of 
synthetic enamels which are 
used to coat the fine office 
equipment made by the In- 
vincible Metal Furniture 


Company of Manitowoc, 
Wisconsin. 

These finishes provide ex- 
ceptional adhesion, tough- 
ness and durability. They are 
so easy to apply that pro- 
duction is speeded and manu- 
facturing costs are reduced. 


Invincible Metal Furniture 
is only one of thousands of 
industrial organizations 
served satisfactorily by Pitts- 
burgh. This broad experi- 
ence can be helpful in saving 
you both time and money. 
We'll be glad to have one of 
our engineers discuss your 
finishing problems with you 
at no cost or obligation. 
Wire, write or phone the 
nearest plant listed below. 


PITTSBURGH 


PAINTS e GLASS @e CHEMICALS e BRUSHES 
Piri seur ch PLA T.£ GLas $s 
IN CANADA: CANADIAN PITTSBURGH INDUSTRIES LIMITED 
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Pittsburgh Enamels 


Of lnvincible Metal Furniture 


Many thousands of gallons are used annually by the Invincible Metal Furniture 
Company on desks, filing cabinets and other office equipment it manufactures. 





PITTSBURGH PLATE GLASS CO.), Industrial 
Paint Div., Pittsburgh, Pa. Factories: Mil- 
waukee, Wis.; Newark, N.J.; Springdale, 


Pa.; Atlanta, Ga.; Houston, Texas; Torrance, 
Calif.; Portland, Ore. Ditzler Color Div., 
Detroit, Michigan. Thresher Paint & Var- 
nish Division, Dayton, Ohio. Forbes Finishes 
Division, Cleveland, Ohio. M. B. Suydam 


PLASTICS e FIBER GLASS Div., Pittsburgh, Pa. 
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By CHARLES B. CONWELL, and CHARLES J. STANSFIELD 


Hamilton Standard, Division of 
United Aircraft Corp., 
Windsor Locks, Conn. 


N automatic conveyor, with 
the highest vertical lift in 
the world, has gone into 


cleaning and prep- Charles J. Stansfield, 
aration baths, be- Design and Methods, 





operation zinc plating steel 


propeller blades at Hamilton Stand- 
ard, division of United Aircraft Cor- 
poration, Windsor Locks, Conn. 
Features of the installation are the 
production of more consistent de- 
posits with the return-type machine, 
increasing productive capacity, and 
speeding up plating substantially. 

Along with the high lift, special 
engineering features of the installa- 
tion include recycling of blades 
through the zinc plating tank and 
the automatic transfer of blades from 
and back to the plating conveyor, 
delayed set-down of blades over cer- 
tain tanks, automatic by-passing of 
selected tanks, hydraulically-operat- 
ed elevator lift, simplified solution 
control, system for conserving water 
in spray-rinse tanks, and specially 
designed equipment for handling the 
long propeller blades. 

Process Outline 

During operation, blades are plac- 
ed on a H-VW-M elevator-type plat- 
ing conveyor at the loading station 
(Fig. 1). Blades are then automati- 
cally carried through a series of 
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ing lifted 1014 feet ae 
in the air as they 

are moved from bath to bath. Blades 
may be loaded on the conveyor at 
any time — balancing or spacing of 
loads is unnecessary. 

Cleaning is followed by immer- 
sion in a zinc plating bath (Fig. 4). 
After rinsing, blades either return to 
the loading station to be taken off 
the conveyor or they transfer to a 
monorail conveyor for recycling 
through the zinc plating bath (Fig. 
5). The transfer mechanism is se- 
lective in that it only transfers 
blades designated for recycling. 

“Recycle” blades are inspected, 
sandpapered and scrubbed down on 
the monorail conveyor before being 
returned to the plating conveyor. 
They may be returned at the mid- 
point of the zinc plating tank for 
half a run through the bath, or at 
the end of the tank for a full recycle. 

Plating is a vital step in the fabri- 
cation of hollow steel propellor 
blades. It is done to protect the steel 
surface, and to provide properly dis- 
tributed weight for the fine balance 
required for aircraft propellers. 
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Plating for bal- Spray rinse for 3 minutes. 
Charles B. Conwell, . ° - 
Supervisor Production | ance, which is a re- Reverse current alkaline 
—— latively new appli- cleaner, 3 minutes. 
cation of electro- Same as No. 2. 
plating, is the principal reason for Spray rinse, 3 minutes. 
the recycling operation. The thick- Muriatic acid bath, 3 min. 
ness of deposit that effects the bal- Spray rinse, 3 minutes. 
ance is determined before blades Scrubbing and inspection. 
reach the plating installation. To Muriatic acid bath, 2 min- 
put on the desired deposit blades are utes 40 seconds. 
recycled through the zinc bath from Spray rinse, 3 minutes. 
two to as many as six times. Sulfuric acid, 3 minutes. 
The plating cycle is as follows: Water rinse, 3 minutes. 


nN — 
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Fig. 1—Layout of Plating Installation. Propeller blades are placed on the plating 

conveyor at the loading station, then cleaned, zinc plated and rinsed. After rinsing, 

blades to be recycled are automatically transferred to the monorail conveyor; finished 

blades pass on to the unloading station. “Recycle” blades are inspected, scrubbed 

down and wetted before being placed back on the plating conveyor. They may be 
given a full or a half recycle. 


Z Ret LOADING 
TeLEANING AND 
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Ly AUTOMATIC PLATING CONVEYOR 
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CLEANING ZINC PLATING RINS 
FR AUTOMATIC a AUTOMATIC AUTOMATIC 
TRANSFER TRANSFER TRANSFER 
Be, MONORAIL {CONVEYOR 


WETTING INSPECTION AND SCRUBBING 
RECYCLING 
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12. Spray rinse, 3 minutes. 

13. Zinc plating, 47 minutes. The 
rubber-lined tank contains 72 
78-inch, 75-pound cast zinc 
anodes that are removed once 
a week for cleaning. 

14. Rinse, 3 minutes. 

15. Rinse, 3 minutes. 

Blades travel an oval course of 
about 160 feet around the perimeter 
of the automatic plating machine. It 
takes a blade 135 minutes to make a 
complete cycle on the machine. The 
blade’s time may be increased to as 
much as 370 minutes when addition- 
al plating is required. 

A 12 volt, 10,000 ampere motor- 
generator set furnishes power for 
zinc plating (Fig. 7). A generator 
of the same type, rated at six volts, 
3000 ampere capacity, provides pow- 
er for electrolytic cleaning. 

Special Problems Had To Be Solved 

When the decision to plate auto- 
matically was made, problems invol- 


Fig. 3—Operator sets the indexing count- 

er for the recycling operation. After re- 

cycling the pre-set number of times the 

lever at the top right is sprung and the 

blade automatically bypasses the trans- 
fer mechanism. 


ving equipment design, layout, engi- 
neering and ultimately operation 
arose, and had to be solved. 
1. Handling A Bulky Product. 
The steel propeller blades made 
by Hamilton Standard, 
which is the world’s largest 
manufacturer of aircraft 
propellers and aviation 
equipment, are intended for 
use with high-powered en- 
gines. Their lengths range 
from about four to seven- 


Fig. 2 — After attaching the 
blade to this T-bar carrying fix- 
ture, the operator inflates the 
rubber boot covering a section 
of the blade. The section, call- 
ed the fairing, is made of hard 
rubber and has to be protected 
from rinsing, cleaning and plat- 
ing solutions. Any leaks in the 
boot may be easily detected by 
observing the escape of the air 
or the collapse of the rubber. 
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and-half feet. The larger blades, with 
their holding fixtures, weigh over 
200 pounds. Automatic plating ne- 
cessarily requires vertical tanks, 
and a heavy and high lift. 
Solution 
Job requirements were set down 
by Hamilton Standard production 
engineers, and Hanson-Van Winkle- 
Munning Co., Matawan, N. J., engi- 
neered, built and supplied the plat- 
ing equipment for the installation. 
The key item, the plating machine, 
is an adaptation of the standard H- 
VW-M elevator-type conveyor. 
Unlike the standard conveyor, the 
elevator lift on this machine is hy- 
draulically operated to handle the 
big blades. Carrier arms have a spe- 
cial, two-pronged hook on the end. 
This hook supports a T-bar fix- 
ture attached to the end or raceways 
of the propeller blade 
(Fig. 2). The T-bar 
fits into the carrier’s 
two - pronged hook. 
The conveyor handles 
12 blades at once in 
the main plating tank 
and has carrier arms 
available for any num- 
ber up to 25 blades at 
other stages in the 
processing. 


Fig. 4—After a blade is 
placed on the oval-shap- 
ed, H-VW-M_ elevator- 
type conveyor, it is clean- 
ed, rinsed, and put in 
this zinc bath where it re- 
mains for 47 minutes. 
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2. How To Provide Automatic 
Recycling. 

To recycle work automatically 
through a plating bath two problems 
must be solved: (1) how to transfer 
unfinished work from the plating 
conveyor to the recycling conveyor, 
and vice versa; (2) how to block 
transfer of finished work from the 
plating conveyor. 

Solution 

The transfer mechanisms design- 
ed by H-VW-M for this operation 
are located at the middle and at 
each end of the zinc plating tank 
(Fig. 1). Components of the me- 
chanism are two sprocket-driven 
chains about 5 feet long, and limit 
switches for starting and stopping 
the transfer. A mechanical indexing 
counter on the T-bar fixture controls 
the transfer movement (Fig. 3). 
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An operator when loading an un- 
finished blade on the plating convey- 
or sets the pointer of the counter for 
the number of recycles desired. A 
lever advances the counter upon 
each pass through the plating tank. 
After the proper number of passes, 
an arm on the counter is sprung. The 
arm engages the limit switch on the 
transfer mechanism. This prevents 
transfer and permits the blade to 
continue its course around the ma- 
chine to the unloading station. 

Prior to plating, the propeller 
blades are balanced on Gisholt ma- 
chines. After testing, the chief plat- 
ing operator determines the number 
of recycles each blade should under- 
go to achieve a proper balance. Each 
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cycle puts on a 0.003-inch to 0.0005- 
inch zinc plate. Average number of 
recycles is four. Finished blades, aft- 
er being sandpapered and lacquer- 
ed, are again tested for balance. 

Before blades are put back on the 
conveyor for recycle through the 
zinc bath, and after scrub-down, they 
are subjected to a continuous water 
spray (Fig. 6) to prevent any for- 
mation of zinc oxide, which would 
adversely affect further plating. 

3. By-passing Certain Tanks. 

Some blades do not require re- 
verse current alkaline cleaning or a 
muriatic acid dip, and must by-pass 
those operations. 

Solution 

By - passing is accomplished in 
either of two ways: 
(1) The operator 
raises a small flag that 
is attached to the 
counter. A limit switch 
at the station to be by- 
passed is contacted by 
this flag, signaling the 
carrier arm not to des- 
cend. (2) An operator 
may set a timing de- 
vice on the control 
panel, adjusting the 
descent of the carrier 
arm above certain 
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Fig. 5—Transfer mechan- 
ism delivers blade to 
monorail. The blade 
passes down the line for 
recycling. Operators in 
background are inspect- 
ing the blade for rough 
spots. Note that a section 
of the monorail drops to 
facilitate inspection. 
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tanks. The arm will remain up 
during the three-minute cycle. After 
the three minutes, the arm moves to 
the next station and continues nor- 
mal operation. 

Timers on the control panel may 
be adjusted to delay set-down of a 
piece of work into any tank. This is 
presently being done at one muriatic 
acid tank where it has been found 
desirable to immerse the blade for 
slightly less than three minutes. 

4. How To Control Solution Flow 

The problem: To lay out the best 
possible tank and pipe arrangement, 
and to draw up the simplest and 
most foolproof type of instructions 
for controlling the complicated flow 
of solutions. In this standard zinc 
plating process, solution is made up 
in a 2,000-gallon mixing tank. Each 
six monihs, the 10,000-gallon plat- 
ing tank is emptied into a 12,000- 
gallon storage tank to permit clean- 
ing of the plating tank. Other tanks 
comprising the system are a precoat 
slurry tank, a filter tank, a primer 
tank and a 1,000-gallon overflow 
tank. Controlling flow are 25 valves. 
Pipes carrying solution are Saran- 
plastic lined. 

Solution 

Tanks were placed, and valves lo- 
cated and tagged. The filter tank, In- 
dustrial filters, mixing tank, overflow 
tank and piping are located in the 
concrete-lined pit that the plating 
machine is set into. The storage tank 
is outside the plant. 

A table tells where each valve is 
located, and specifies whether a val- 
ve should be opened or closed dur- 
ing six key operations. These op- 
erations are: Normal operation of 
zinc plating tank, emptying mix 
tank into storage tank, pumping 
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Fig. 6—Inspected and scrubbed blades 

pass along the monorail to this rinsing 

station. Blade in the background will be 

picked up by the transfer mechanism, 

automatically placed on a carrier arm 

of the plating conveyor for recycling 
through the zinc bath. 


plating solution to storage tank, op- 
erating zinc tank with the mix tank, 
operating zinc tank without the mix 
tank, and operating flow through the 
precoat tank. The table is posted on 
the wall in the pit for reference. 

5. How To Protect Certain Areas 

From Solutions 

A section of the propeller blade, 
located near the hub of the propel- 
ler, called the fairing, is made of 
hard rubber. The problem: how to 
protect this section from acids, al- 
kalies, water and plating solution. 

Solution 

Hamilton Standard has developed 
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a boot which is placed on top of the 
fairing prior to plating. Made of a 
flexible rubber and fitted tightly to 
the blade, the boot is inflated with 
two pounds of air (Fig. 2). An op- 
erator can tell at a glance if the boot 
is or is not properly fitted. 

6. How To Conserve Water 

Water, while available, is not in 
abundant supply at the Windsor 
Locks plant. Hence, Hamilton 
Standard conserves water wherever 
possible. 

Solution 

Hamilton has placed electric eyes 
on all spray rinse tanks. When the 
blade is lowered into these tanks, 
the beam is broken and spraying 
commences. When the blade leaves 
the tank, the water is shut off. 

Hamilton Standard, through auto- 
matic plating, has achieved a sub- 
stantial increase in productive ca- 
pacity with a minimum increase in 
floor area. 

Chiefly responsible for the more 
consistent deposits being turned out 


ye 
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are the time-cycling features of the 
automatic plating machine that re- 
move much of the human element 
from the plating operation. All in 
all, Hamilton Standard is getting 
better plating at less cost. 


VANEAXIAL BLOWER BULLETIN. 
Direct - drive vaneaxial blowers, three 
types of belt-driven vaneaxial blowers, 
and a special portable blower for exhaust- 
ing fumes from tanks are described in a 
bulletin issued by the Hartzell Propeller 
Fan Company, Piqua, Ohio. 

The 16-page booklet, BULLETIN A-110, 
includes dimension drawings and figures, 
and complete air delivery tables for all 
of these blowers. Two of the belt-drive 
models, a high-temperature blower and 
a new design for low volume, high pres- 
sure requirements, have not been shown 
in any previous catalog. 


CHEMICAL-RESISTANT ENAMELS. 
An illustrated bulletin and data folder 
describing the use of Torex, Rigortex, 
and and Ramuc chemical-resistant en- 
amels in various industries is available 
from Inertol Co., Inc., 480-490 Freling- 
huysen Ave., Newark 5, N. J. 

Listing the various application char- 
acteristics of each enamel, the 
bulletin makes specific recom- 
mendation of one or more of 
the chemical-resistant enamels 
for use in contact with various 
chemical solutions. 

Additional products manufac. 
' tured by the company for cor- 

i rosion resistant applications, 
and a partial list of users of 
Inertol products conclude the 
folder. 


Fig. 7 — Supplying current for 
the plating operation is this H- 
VW-M synchronous motor-driv- 
en, DC generator with a 10,000- 
ampere capacity. 
(Illustrations courtesy Hamilton 
Standard, Windsor Locks, Conn., 
and Hanson-Van Winkle-Munn- 
ing Co., Matawan, N. J.) 
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HOW WOULD YOU 


Solve it? 


PRODUCTION PROBLEM: To cut unit costs of 
polishing aluminum street lighting standards. 
Pfaff & Kendall, Inc., was finishing one 30-foot 
pole per hour by hand sanding its entire length as 
it rotated in a lathe bed. 








SOLUTION: A 3M Representative suggested that 
this Newark, N.J. manufacturer switch to the 3M 
Method using Three-M-ite Resin Bond belts in- 
stalled on two swing grinders mounted in tandem. 
Poles were rotated in the lathe bed as before. 
Grinding was done behind the contact wheel on 
the unsupported belt. 


RESULTS: An immediate production increase from 
1 to 4 finished standards per hour, with a higher 
quality finish. 


MINNESOTA MINING & MFG. CO. 
DEPT. PF-54, ST. PAUL 6, MINN. 


[_] Send me free booklet: “Case History Reports on 3M Abrasive 
Belts” 
[_] Please have 3M Representative call 


Name____ . : Bee, Title_ ecccpae eee 





Company___ bee pI ee eae eR ee oe Be RP 
Address__ ae te tes A 


Sl 


Canada: London, Ont., Can. Export: 122 E. 42nd St., New York City. Makers of “Scotch” Pressure-Sensitive 
Tapes, “Scotch” Sound Recording Tape, “3M” Adhesives, “Underseal” Rubberized Coating, “Scotchlite” 


Made in U.S.A. by Minnesota Mining and Manufacturing Company. General Offices: St. Paul 6, Minn. In aa 
Py 2 
Reflective Sheeting, “Safety- Walk” Non-slip Surfacing. 
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QUESTION. One of our activi- 
ties is the reclamation of used, sil- 
verplated, flat tableware. Briefly, us- 
ing our present method, the silver is 
stripped from the old ware electroly- 
tically, the stripped ware is ground 
in barrels using an abrasive, the 
ground ware is given a bright, 
smooth finish by hand honing or 
buffing each piece, and the blanks 
are then replated. 

It is desirable to eliminate the 
hand honing or buffing operation 
and replace it with a mechanical 
‘substitute. Is there a barrel finishing 
‘method for brass and nickel silver 
which can be substituted for the 
hand honing or buffing operation 
without reduction in the brightness, 
smoothness, or other surface quali- 
ties of the finished blank? 

Will you please forward the fol- 
lowing data for equipment and ma- 
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Procedure for Refinishing Tableware 





terials needed for such a process: 
1. Barrel specifications 
a. Shape 
b. Size 
c. Lining 
2. Abrasive, polish, detergent, and 
vehicle 
a. Amounts 
b. Sizes (solids) 
3. Operation 
a. R.P.M. 
b. Angle of rotation 
c. Suggested time cycle. 
Any information you can furnish 
will be greatly appreciated. 
J. P. W. 
ANSWER. From your descrip- 
tion I assume that you are using the 
sharp cutting abrasive alone, with- 
out any other load element. You 
state that the flatware you are seek- 
ing to reclaim is composed of brass 
base as well as nickel silver. 
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By H. LEROY BEAVER 


Beaver Barrel Finishing Research 
Lansdale, Pennsylvania 


The procedure of stripping the re- 
mainder of the silver plate from the 
base metal electrolytically is quite 
all right. I do not think it is actual- 


ly necessary to barrel grind the flat- 
ware with as harsh a material as the 
fast cutting alundum unless the flat- 
ware pieces are either intolerably 
scratched or badly pitted. Both of 
the metals you mention are compa- 
ratively soft and should respond 
to a less harsh abrasive medium. 

In answer to your request for data, 
the following is submitted: 

1. Barrel specifications. This work 
might be best performed in a barrel 
12 inches in diameter and from 24 to 
36 inches long. It may be either a 
polygon or octagon in shape, and 
for cutting down or smoothing, it 
may be unlined or lined with hard 
maple, neoprene or rubber. 

2. Abrasive, polish, detergent, and 
vehicle. You will of necessity require 
some weight carrying medium. If 
you have a gravel deposit in the 
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area, you might secure a quantity of 
smooth pebbles in the size range 
from 1 to 3/16 inch inclusive. You 
should be able to operate from 350 
to 700 pieces of flatware in the bar- 
rels suggested, but the entire load of 
pebbles and flatware should fill the 
barrel to slightly less than half full. 

Assuming that you have a barrel 
loaded with flatware and pebbles, 
level off the entire load and then add 
water to a depth of one inch over 
the surface of the mass, keeping ac- 
count of the number of gallons used. 

Now, for the abrasive medium I 
am going to suggest a material that 
is variously termed diatomaceous 
earth, or infusorial earth, but even 
better known in German, as “Kiesel- 
guhr.” This material composes the 
base abrasive for practically all of 
the “rub on” metal polishes. Its base 
is the fossil remains of small sea 
creatures called diatoms. One of the 
principal suppliers of this material 
is the Johns- Manville Company. 
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ut POTTER 


Save You Money on 


THINNERS 


POTTER can deliver high quality THINNERS 
at lowest prices because we are special- 
ists, making only thinners. 
Here’s how it’s done: 
® Specialization—for over 28 years 
@ Large Sales Volume 
@ Streamlined Overhead 
®@ Solvent bought in tank car lots only 
Over 600 satisfied users 


POTTER’S THINNERS are EASY TO TEST. 
Just mix with your lacquer in regular 
way and observe results. If it mixes all 
right and dries all right— it is all right. 
With our method of blending solvents, we 
can easily “Tailor Make” special thinners 
for difficult applications. Whether you need 
a special thinner or a regular Potter prod- 
uct—we can save you money. Mail this 
| Coupon, today! 


PO TI E R PAINT CO., INC. 


CORTLAND 2, N.Y. 
THINNER SPECIALISTS 


The product we make is: 

















We use Lacquer Thinner for 


oO Spray 0 Dip 0 Cleaning O Other 


We use Lacquer Thinner on 
Metal [_]Wood [] Other 
We want it to dry: 


D Fast 0 Slow 0 Medium 








Address. 





Zone State 


} City 
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The material is designated as “Fil- 
tercel” or “Celite.” The grade you 
will want is that called “Snowfloss”’ 
or “Superfloss.”” The proper propor- 
tion of this material to use is five 
pounds to each gallon of water in 
the barrel. The length of operating 
time depends, of course, on the sur- 
face condition of the flatware pieces. 

The final finish on the parts as 
they come from the barrel will be a 
soft silky matte or Butler finish; and 
this will be more apparent following 
a conventional cleaning cycle using 
any commercial cleaner adapted to 
brass or nickel silver. 

From this point you can go in 
either of two directions. First, after 
the cleaning you can place the parts 
in another barrel, preferably with 
maple liner, but substituting hard- 
ened and polished steel balls for the 
pebbles previously used in the cut- 
ting down operation. 

As an intermediate operation, 
once the parts are taken from the 
barrel following the cutting down or 
smoothing operation, it would be al- 
together acceptable practice to sub- 
ject them, either the brass or the 
nickel silver, to a conventional acid 
bright dipping operation. A conven- 
tional bright dip for brass is: 


Sulfuric acid 2 gal. 
Nitric acid 1 gal. 
Water 1 qt. 


Hydrochloric acid 1% fluid oz. 

Operate at room temperature. 

A conventional bright acid dip for 
nickel silver is: 


Water 5 gal. 
Sulfuric acid 1 pt. 
Sodium dichromate V4, Ib. 


These may be made up in earthen- 
ware crocks, but the crocks should 
be kept in a water bath at all times. 
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tasateoe VERTICAL-LIFT FULL AUTOMATIC 


_ Floor Area, Only 74’ x 13’ 
Another production-boosting, profit-making installation by Lasalco: 


e Now used for anodizing, the above equipment can be easily arranged for 
plating by a simple, quick and inexpensive conversion. 


e Driving power for the entire machine is hydraulic. The elimination of speed 
reducers and all excessive mechanism results in much lower maintenance cost. 


@ Only two operators, to load and unload, can maintain maximum production. 


¢ In plating work using several acid dip tanks, or in anodizing work requiring 
two or more dye tanks, selective operation is easily arranged to permit either 
the use or bypass:ng of one or more tanks. 


From all available information this machine is the fastest 

producer ever installed in so small a floor space—74 x 15’. 

If you want to expand production and reduce operating and 

unit costs, Lasalco engineers will be happy to give you com- 

plete details and discuss your problems without obligation. 
Racks shown in illustration 


ave 24” long, 4” wide, 3” thick. Write Jeday! 


LASALCO, INC. 


2818-38 LASALLE STREET Tel. GRand 2990 . ST. LOUIS 4, MISSOURI 
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After dipping, the basket should be 
plunged into clear water first, then 
into an alkaline neutralizing solu- 
tion of 4 oz./gal. sodium bicarbon- 
ate, then into another clear (and 
preferably hot) water rinse. On the 
nickel silver the dichromate should 
give you considerable luster and you 
might be able to plate directly on 
that surface without an intermediate 
bright ball burnishing operation. 
Various soaps are used as lubri- 
cants in bright burnishing with steel 
balls. A sodium stearate, or a tallow 
base soap is recommended. The bar- 
rel finishing of table silverware, a 
generally accepted practice in the 
better hotels, restaurants and insti- 
tutions in the United States, origi- 
nated in Switzerland and was the in- 
vention of one Jean Uebersax. The 
silver burnishing machines were 


HOLLAND SUGGESTS 


Twin motor dou- 
ble spindle vee 
belt drive heavy 
duty buffing and 
polishing lathe. 
3-15 H.P. 


WRITE for New Holland 
Equipment Catalog 


J. HOLLAND & SONS, INC. 
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manufactured by a concern known 
as Wenger & Co., Delemont, Swit- 
zerland. They also supplied the sil- 
ver burnishing soap. The European 
silver burnishing machines above 
mentioned have the trade name of 
“Tahara,” a word derived from the 
Arabic signifying “cleanliness.” 

Operation. The speed of the bar- 
rel, of course, is related to its size. 
You will find that for manufacturing 
12 by 24 or 12 by 36 inches are the 
sizes used in cutting down, and the 
speed should be held to around 24 
r.p.m. For maintenance in the food 
service field, that is, hotels, restaur- 
ants and so forth, the barrels gen- 
erally used are either 8 by 24 or 8 by 
12 inches, depending on the size of 
the establishment, and these operate 
at approximately 35 r.p.m. From 
your question regarding the “angle 
of rotation,” I would assume that 
you are using an oblique tilting type 
of barrel, sometimes termed pear 
shaped. I don’t think I would recom- 
mend this type of barrel because the 
parts, being of lesser specific gravity 
than the operating mass, will have a 
tendency to creep toward the front 
or low pressure area of the barrel, 
and the final finish will not be as 
uniform as would be the case were a 
cylindrical type of barrel used in 
the operations. 

I think you can appreciate just 
how difficult it is to set down a 
course of procedure in the absence 
of actually seeing the condition of 
the parts you plan to reclaim. 


It is estimated that Canada’s output of 
nickel in 1953 reached 285,000,000 pounds, 
or about 85 per cent of the free world’s 
total production. 
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Room Conditioner Manufacturer Builds 


Plant in Deep South...Chooses Complete 
Peters-Dalton Paint Finishing System 
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Specialized Engineering 
—Backed By Experience 


The rapidly expanding Room Conditioner 
field requires more manufacturing capacity. 
To meet these requirements, one manufac- 
turer constructed a new plant in Alabama. 
When planning the plant layout, utmost 
consideration was given to installing the 
best and most efficient equipment. For the complete paint finishing opera- 
tions, Peters-Dalton, Inc. was chosen. Illustrated here is a small part of 
this Finishing System—it was designed and installed by P-D engineers. 


Space saving was of great importance, and layout for the practical flow 
and handling of parts and finishing required complete understanding of 
the manufacturer’s needs. These were solved by P-D engineers. The system 
they installed is now functioning smoothly ... and efficiently handling 
production requirements at minimum cost. 

@ Hydro-Whirl Paint Spray Booths @ Industrial Washing Equipment 

Drying and Baking Ovens B Hydro-Whirl Dust Collecting Systems 
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The Finishing of Aluminum 


Adherence and Corrosion of 
Electroplated Aluminum 


RECENT study by German work- 
ers of the effect of various pre- 
treatments and final plating pro- 
cedures on the adherence of elec- 

troplated coatings to aluminum and on the 
corrosion resistance of electroplated alum- 
inum panels is reported by F. Solar in “Met- 
alloberflache,” 7, 118B (1953). The author 
points out that the thin oxide layer normal- 
ly present on aluminum is dense, adherent, 
insoluble in water, a nonconductor of elec- 
tricity, and one which forms rapidly when 
the metal is exposed to air or moisture. This 
oxide layer tends to isolate the aluminum 
from the deposited metal and so interferes 
with the adherence of the deposit. The high 
coefficient of thermal expansion of aluminum 
is another unfavorable influence on the ad- 
herence of plated coatings on aluminum. As 
is shown in Table I, the coefficient of expan- 
sion of aluminum is appreciably higher than 
that of any of the metals with which it is 
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Dr. Seymour Senderoff 
Supervisory Chemist, 
Electrodeposition Section 
National B of Standard 





A Monthly Digest 
of Current Techni- 
cal Progress Indi- 
cating Significant 
Trends and Devel- 
opments in the Fin- 
ishing Industry 
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PHOSPHATE 


COATINGS TO 


MAKE YOUR PRODUCT DURABLE 


PIONEERING 
RESEARCH 
AND 
DEVELOPMENT 
SINCE 1914 


For more than a third of a 
century, ACP research chem- 
ists and ACP technical repre- 
sentatives in the field have 
pioneered in the science of 
metal preservation. They have 
developed surface treating 
chemicals which either protect 
metals directly, or create a 
superior bond for decorative 
and protective paint finishes, 
and now, ACP chemicals and 
processes are being used the 
world around to reduce costs, 
speed production and add to 
the life-span of countless 
products. 


ACP metal protective chemi- 
cals include: protective coat- 
ing chemicals for steel, zinc 
and aluminum; metal cleaners 
and rust removers; final rinse 
controls; pickling acid inhibi- 
tors; copper coating chemi- 
cals; soldering fluxes; alkali 
cleaners and addition agents; 
copper stripping and bright- 
ening solutions. 


Detroit, Michigan 





AMERICAN CHEMICAL PAINT COMPANY 


General Offices: Ambler, Penna. 
Niles, California 


PAINT BONDING 


“GRANODINE””® zinc phosphate coatings improve paint adhesion 
on automobiles, refrigerators, projectiles, rockets, and many other 


steel and iron fabricated units or components. 


“LITHOFORM””® zinc phosphate coatings, make paint stick to 


galvanized iron and other zinc and cadmium surfaces. 


“ALODINE”® protective coatings provide improved paint adhesion 
and high corrosion-resistance for aircraft and aircraft parts, awnings, 
wall tile, signs, bazookas, and many other products made of 


aluminum. 


RUST PROOFING 


“PERMADINE”® zinc phosphate coatings provide rust and cor- 
rosion proofing for nuts, bolts, screws, hardware, tools, guns, cart- 


ridge clips, and many other industrial and ordnance items. 


PROTECTION FOR FRICTION SURFACES 
“THERMOIL GRANODINE”® manganese-iron phosphate coat- 


ings provide both rust proofing and wear resistance — anti-galling, 


safe break-in, friction on rubbing parts. 


IMPROVED DRAWING AND COLD FORMING 


“GRANODRAW”® zinc phosphate coatings make possible im- 
proved drawing, cold forming and extrusion on such steel products 
as sheets for stamping, bumpers, parts to be formed, prior to plating 


or painting, cartridge cases, etc. 


*Made, Sold, and Serviced By A Pioneer 
In Protective Coatings For Metals . 


Windsor, Ontario 
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METAL 


Chromium 
Iron 
Nickel 
Copper 
Silver 
Brass 
Aluminum 





Table I 
COEFFICIENT OF THERMAL EXPANSION, 


mm/deg. C. x 10-8 

8.1 

12.5 

12.6 

16.3 

18.5 

19 (approx.) 
24 








usually plated. As a result, even 
small temperature changes put sev- 
ere stresses on the interface between 
aluminum and a deposited metal 
and cause separation unless the 
bond between the metals is excep- 
tionally strong. 

The significance of this property 
becomes especially apparent when 
one attempts to buff a plated coat- 
ing on aluminum. The local heat de- 


veloped during buffing frequently 
causes blistering or exfoliation of the 
coating when the conditions of de- 
position are not especially favorable 
for the development of good adher- 
ence. In fact, the author used a sim- 
ple buffing test as an empirical 
measure of the degree of adherence 
of the coating. 

Corrosion of plated aluminum 
articles is a serious problem because 


1 Xo) aa DL KY a ak Ae an TRY ASE 
BOND TACK CLOTH 


STAYS SOFT AND TACKY — 
A SPECK-FREE FINISH EVERY TIME 


Now Available in Rolls or Cut Bulk—-White or Gold 
In Three Different Types of Cloth 


ae your Tack Cloth packed just the way it’s easiest for you to use 
. either in 150 yard rolls of 36° wide cloth or in handy cartons 
- 100 or more Tack Cloths to the carton. 


IN ROLLS 


Cut off any size piece 


used up! 
to use as needed. 


handling. 


No matter which way = bu 
square inch will stay S 


The Cut Bulk size is 18’’ x 36’’ 
BON 


it, you can be sure that every 
TACKY until the very last bit is 


folded to 4%/2"" x 18°’ for ease of 
D TACK CLOTH is Spontaneous Combustion 


Proof, Lint-Free and WaxFiee Gives a sparkling speck-free Finish 
every time. Clean and sanitary. No waste. 


TRY THEM and COMPARE RESULTS. Samples Giadly Sent Upon Request. 


BOND CHEMICAL PRODUCTS CO. 


2639 N. CLYBOURN AVE. 


Tacky Wiper Specialists’’ 
CHICAGO 14, ILLINOIS 





IN BULK 





ALSO INDIVIDUALLY PACKED IN GLASSINE ENVELOPES 





—144 to the Carton 





Cut and folded. 
Ready to use. 
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Here’s peak corrosion protection 
combined with conductivity, sol- 
derability, weldability. Here’s a firm 
and lasting base for paint .. . or 
sparkling clear or colored decorative 
finishes to add quality and sales 
appeal. Here’s Iridite . . . and here’s 
how you can use it: 


ON ZINC AND CADMIUM you can get 
highly corrosion resistant finishes to 
meet any military or civilian specifica- 
tions and ranging in appearance from 
olive drab through sparkling bright and 
dyed colors. 


ON COPPER... Iridite brightens copper, 
keeps it tarnish-free; also lets you dras- 
tically cut the cost of copper-chrome 
plating by reducing the need for buffing. 


ON ALUMINUM Iridite gives you a choice 
of natural aluminum, a golden yellow 
or dye colored finishes. No special racks. 
No high temperatures. No long immer- 
sion. Process in bulk. 


bi 


Iridite is approved 
May, 1954 


under government 
specifications 


4004 O06 € 


ON MAGNESIUM Iridite provides a highly 
protective film in deepening shades of 
brown. No boiling, elaborate cleaning 
or long immersions. 


AND IRIDITE IS EASY TO APPLY. Goes on 
at room temperature by dip, brush 
or spray. No electrolysis. No special 
equipment. No exhausts. No spe- 
cially trained operators. Single dip 
for basic coatings. Double dip for 
dye colors. The protective Iridite 
coating is not a superimposed film, 
cannot flake, chip or peel. 


WANT TO KNOW MORE? We'll gladly 
treat samples or send you complete 
data. Write direct or call in your 
Iridite Field Engineer. He’s listed 
under “Plating Supplies” in your 
classified telephone book. 


INCORPORATED 


MONUMENT STREET ¢ BALTIMORE 5 MD 
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Is New -- 


th 


Latest Model 





One 


Portable Lucite 
Plating Barrel 


THE STUTZ PORTABLE PLATING BARREL is 
designed and constructed of High Tempera- 
ture Lucite to provide continuous processing 
of piece parts through the operations of 
Alkali Cleaning, Water Rinsing, Acid Treat- 
ment and Plating. Progression through these 
operations is made by manual handling or 
if necessary with the assist of an overhead 
traveling hoist. The STUTZ PORTABLE PLAT- 
ING BARREL is made in two sizes with cyl- 
inders having inside dimensions of 6” x 12” 
and 8” x 18”. Also in half the diameter, 
3” and 4” respectively. Cylinder can be 
partitioned. Standard perforations are 
3/32” or larger. Smaller openings can be 
furnished as required. All gears are 1/2" 
High Temperature Lucite. Gear bearings are 
permanently lubricated. New heavy duty 
motor. Operating temperature up to 185° F. 


Write for Our New Illustrated e 
Literature Showing This and Other 
Design Arrangements. e 


Manufactured by © 


GEO. A. STUTZ Mfg. Co. 


1647 Carroll Avenue, Chicago 12, Ill. 
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all of the metals with which it is 
plated are usually much more noble 
than the aluminum (with the pos- 
sible exception of zinc) and thus ac- 
celerate its corrosion if there are any 
pores or discontinuities in the plate. 
Further, since the corrosion prod- 
ucts of the aluminum occupy a 
greater volume than the metal, they 
tend to spring the plated layer, and 
so the corrosion properties and the 
adherence are somewhat related. The 
author emphasizes, therefore, that 
electrodeposits on aluminum must 
be pore-free and of reasonable thick- 
ness in order to fulfill their purpose. 

There have been many procedures 

suggested for the attainment of good 
adherence and thick, strong coatings 
on aluminum. These suggestions 
have been placed by Solar into 
three general categories. 

1. An alkaline pretreatment in 
which the natural oxide layer 
is dissolved and a thin layer 
of metal, usually zinc, brass, 
or copper, is simultaneously 
deposited in its place. This is 
followed by plating with cop- 
per or brass from a cyanide 
solution. The pretreatment is 
done at room temperature with- 
out current. A deposit about 
0.1 micron thick is obtained. 

2. An acid pretreatment whereby 
the aluminum is more vigor- 
ously etched and a thin layer 
of metal, such as iron, nickel, 
or manganese, is simultaneous- 
ly deposited. This is followed 
by plating with nickel from a 
weakly acid solution. This pre- 
treatment is also done without 
current, but elevated tempera- 
tures (70-95 deg. C.) are used. 

to page 74— 
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HANSON-VAN WINKLE-MUNNING COMPANY 
MATAWAN, NEW JERSEY 
Manufacturers of a complete line of electroplating and polishing processes, equipment and supplies 
Plants: Matawan, New Jersey * Anderson, Indiana 


Sales Offices: Anderson * Baltimore * Boston * Chicago * Cleveland * Dayt 
Grand Rapids * los Angeles * Lowisville * Matawan * Milwaukee 
New York * Philadelphia * Pittsburgh * Rochester * San Francis 
Springfield (Mass * St. Lovis * Stratfotd (Conn * Utica * Wallingford (( 





PERIODIC 
ANALYTICAL 
SERVICE 


7. . a Quality control 
measure—samples 

of customers’ processes regularly 
checked in H-VW-M_ laborato- 


COMPLETE FINISHING 

SEQUENCE 

RECOMMENDATIONS 

7. . with each process 

application, thorough 

data on proper polishing, buffing, 

pickling, plating and after-treat- 
ments. 


CUSTOMERS’ 

PRODUCTS 

PLATING 

LABORATORY 

. .. complete laboratory 

facilities available for 

trying out various processes on 
customers’ products. 


‘| PLATERS’ TRAINING 

COURSES 

; .. at no obligation 

to customers, plating 

personnel may receive thorough 

analytical and process training 
in H-VW-M laboratories. 


PLATING PLANT 

LAYOUT SERVICE 

... expert assistance 

in planning most 

efficient plating installations and 
use of facilities. 











—A perfected organic-type bright 
nickel process featuring: extreme deposit brilliancy with 
good ductility and high activity; excellent solution char- 
acteristics— stability, easily controlled, low cost operation. 

—Similar to Type I, but designed 
pa air agitation for highest plating speeds and/or heavy 
deposits. 

—Similar to above, but 
designed for use in mechanical plating cylinders. High 
ductility and activity permit subsequent chromium plat- 
ing if desired. 

—A time-tested bright nickel process 
not dependent on organic addition agents for highly 
brilliant deposits. Properly installed, it is outstandingly 
stable, producing deposits with good physical properties 
and unsurpassed protective value. 

(Sulfamate)—A sulfamate salt process for pro- 
ducing heavy, smooth deposits with superb physical 
properties. Bath developed especially for build-up of 
nickel deposits of several thousandths and more. Ideal 
for electroforming and electrotyping operations. 

—A prepared salt mixture for pro- 
ducing a decorative gray-black gunmetal finish. 

—Produces a deep-black decorative 
finish on copper, brass and nickel-plated steel. Also for 
obtaining black background on brass or aluminum name 
plates. Used for immersion black on zinc die-castings or 
zinc-plated parts. 

—For bright zinc plating in barrels. Produces 
zinc deposits ranging from silvery-bright to a brilliant 
bluish-white appearance directly from the bath. Bright 
dipping is optional. 

—An economical, high current-density process 
producing brilliant zinc deposits from still tanks and con- 
veyors. Deposits readily accept conversion coatings. 

—Produces brilliant, pure cadmium deposits 
at high plating rates in still tanks, conveyors and mechan- 
ical cylinders. A bath highly stable and tolerant to im- 
purities. 

-Smooth, brilliant deposits free from 
co-deposited organic brighteners. Exceptional corrosion 
protection, good physical properties and marked level- 
ing when periodic reverse current is employed. 

—The process that has changed long-stand- 
ing concepts of silver plating. Produces brilliant and 


mirror-like silver deposits direct from the plating solu- 
tion, satisfactory in many cases without subsequent 
buffing. 

Bath has exceptional throwing power. Deposits are 
hard and wear-resistant, with high protective value, and 
are somewhat more resistant to tarnish than ordinary 
silver deposits. 

‘C~An all-purpose zinc bath producing satin- 
bright to full bright deposits (depending upon solution 
composition and operating conditions). Has remarkable 
throwing power and high surface activity for subsequent 
surface conversion coatings. 

; —For applying heavy 
lead deposits at moderately high current densities in still 
tanks, barrels and automatic equipment. Furnished in 
the form of a liquid concentrate. 

(Bright Alloyj—Ternary alloy deposits 
(approx. 55% copper, 30% tin and 15% zinc). Deposits 
are silvery-white and bright, have high tarnish resistance, 
have excellent corrosion protection properties, are highly 
reflective (85% of silver), are relatively hard (Rock- 
well 50C) and are easily soldered. Melting point is 
approximately 950°F. 

Recommended on copper or copper-bearing non- 
ferrous materials. On electrical instrument parts, because 
of high tarnish resistance, has ease of soldering and cor- 
rosion-protective qualities. Non-magnetic and abrasion 
resistant. Useful at ultra-high frequencies because of 
combination of properties. Used as a protective and deco- 
rative coating on beryllium copper springs. 

—Alkaline, acid and emul- 
sion cleanser products to meet any metal cleaning re- 
quirements. A full selection for soak cleaning, elec- 
trocleaning, horizontal barrel cleaning, oblique barrel 
cleaning, spray washing machine cleaning and for special 
cleaning applications. 

—H-VW-M is the sole agent 
for marketing the Periodic Reverse Current Process. Com- 
petent technical assistance is available from H-VW-M 
for applying PR current to metal plating operations. 

N R —A process for the anodic treatment 
of magnesium to produce a corrosion-resisting coating. 
All alloys can be treated by either the a.c. or d.c. modifi- 
cations. Coating can subsequently be painted or dyed 
to various colors. 


Complete information on individual H-VW-M processes is available in bulletin form. 


SERVICE 


SERVICE 
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A COMPLETE LINE OF 


ELECTROPLATING AND 
POLISHING PROCESSES, 





EQUIPMENT & SUPPLIES 


- Piated fw U.S. A. 





H-VW-M PRODUCTS 


Abrasives 

Acid Pump 

Ammeters 

Analyses, Solutions 
Anodes 

Anode Bags 

Anode Containers, Boll 
Aprons, Platers’ 
Balancing Tools (Ways) 
Balls, Steel Eclipse 
Barrels, Burnishing 
Barrels, Tumbling 
Borrels, Plating 

Basket, Scrap Anode 
Baskets, Dipping 
Brighteners, Addition Agents 
Brushes 

Buffs 

Cathode Rockers 
Chemicals, Plating 
Chrome Spray Floats 
Cleaners 

Compositions 
Conveyors, Full-Automotic 
Conveyors, Semi-Automatic 
Cooling Coils 

Crocks, Earthenware 
Degreasing Solvents 
Dryers 

Exhaust Fans 

Filters 

Felt 





AND PROCESSES 


Fluxes 

Generators 

Gloves, Platers’ 

Glue, Belgrade 

Heaters 

Heating Coils 

Hose 

Insulating Steam Joints 
Klinch Grain Cement & Thinner 
Kote-Masq 

Kote-Rax, Grade L 

lathes 

lime 

Moisture Extractor Equipment 
Oxidizing Liquid 

Pails, Rubber 

Paint, Tygon Plastic 
Periodic Reverse Contro 
Pipe & Fittings, BN 
Purification Supplies 
Rectifiers 

Salt Fog Corrosion Testing Equip 
Sisalin Sections 

Bias Sisalweev Sections 
Standard Plating Solutions 
Tank Rheostats 

Tanks 

Temperature Controllers 
Voltmeters 

Wheels 

Wrap-Rox Tape 


Continuous Strip and Wire Cleaning 


Plating and Pickling Lines 








HANSON-VAN WINKLE-MUNNING COMPANY, MATAWAN, N. J 


PLANTS AT MATAWAN, NEW JERSEY 
SALES OFFICES ANDERSON °* 
DAYTON * DETROIT * GRAND RAPIDS 
MILWAUKEE © NEW YORK © PHILADELPH 
SPRINGFIELD (MASS.) * ST 


$ WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES * EQUIPMENT © SUPPLIES 


* ANDERSON, INDIANA 


ON ¢* CHICAGO © CLEVELAND 
LOS ANGELES * LOUISVILLE * MATAWAN 
PITTSBURGH * ROCHESTER * SAN FRANCISCO 
LOUIS * STRATFORD (CONN) © UTICA * WALLINGFORD (CONN ) 








avoid stream pollution 


due to chromium naste... 
... with W&T Sulphur Dioxide Reduction Equipment 


With the proper treatment equipment, toxic hexavalent chromium can be 
reduced by sulphur dioxide to the trivalent form and then completely precipi- 
tated by alkali for standard removal to a disposal area — such as a lagoon. 
After this treatment the waste water can be drawn off and safely disposed of in 
the usual manner. This treatment is in full compliance with most local and 
state pollution abatement laws. 

Wallace & Tiernan offers the heat treating and metal finishing industries 
several types of Sulphur Dioxide Feeders with optional controls for manual, 
semi-automatic or fully automatic operation. These feeders are adaptable to 
either the “batch” or “flow-thru” methods of treatment in both large and small 
plants. 

Similar equipment is also available for the destruction of cyanide waste by 
alkaline chlorination. 

W&T offers PROVEN EQUIPMENT — hundreds of similar units are serving 
industry today, EXPERIENCE — over forty years of building chemical feeding 
equipment, and SERVICE — field representatives are located in principal cities 
throughout the country. 

Write today for additional information on W&T Sulphur Dioxide Feeders 
and Alkaline Chlorination Equipment, at no obligation to you, of course. 
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3. Pretreatments whereby the 
natural oxide layer is thicken- 
ed with or without the use of 
current. These thickened layers 
are then dissolved in acid or 
alkaline solutions (sometimes 
electrolytically) with simul- 
taneous or subsequent deposi- 
tion of copper or other metals. 
As a result of this procedure, 
an oxide network which acts as 
an anchoring base for the de- 
posited metal remains. 

In order to compare deposits pro- 
duced by these procedures for ad- 
herence and corrosion resistance, 
hard-rolled aluminum strips (99.7 
per cent Al), 100 by 25 by 0.1 mm. 
(0.5 sq. dm.) were quickly degreas- 
ed in 10 per cent sodium hydroxide 
solution at 40 deg. C., rinsed, dipped 
in 1:1 nitric acid, and after rinsing, 


treated by a method representative 
of one of the three categories listed 
above. Then, according to the meth- 
od used, they were plated with cop- 
per from a cyanide solution, with 
nickel and copper from an acid so- 
lution, or with copper only from an 
acid solution. The total thickness of 
plate in each case was 10 microns. 
Fifteen samples were prepared by 
each of the three procedures and ten 
were tested for adherence by buff- 
ing one end of the sample down to 
the base metal with a lime com- 
pound on a cloth wheel, and exam- 
ining the plate for blisters or exfolia- 
tion. The other five samples from 
each procedure were immersed in 3 
per cent sodium chloride solution at 
room temperature for 500 hours. A 
strip of aluminum and a strip of 
copper were treated in the same way 
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Panel at left, coated with KEMCLAD HI-HEAT ENAMEL, shows no discoloration 
after 16 hours exposure to 450° F. Alkyd-type, heat-resisting finish discolored 
after 16 hours at 375° F. 


NOW... new HIGH heat resistance at new LOW cost! 


with KEM CLAD’ H-HEAT ENAMEL 


...a@new achievement of Sherwin-Williams Industrial Research 
that opens the way to new savings in appliance finishing 
Providing. heat resistance approaching that of straight silicone 
enamels at approximately half their cost, KEMCLAD 
HI-HEAT ENAMEL offers important new advantages to 

builders of appliances and many other products. 

The result of more than four years of research, this unique 
development combines more of the desirable properties of 
silicones with the basic advantages of the best organic coatings 
than has previously been possible except at excessive cost. 
A high-gloss, high-quality coating, it withstands sustained 
temperatures to 500° F. Flexibility, adhesion, resistance to hot 
grease exceed that of best conventional heat-resistant finishes. 

For full details, contact your Sherwin-Williams Industrial 

“ Representative, or write The Sherwin-Williams Co., 
Acates idea a0 General Industrial Division, Cleveland 1, Ohio. 


SHERWIN-WILLIAMS 


INDUSTRIAL FINISHES 
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for comparison. The strips were re- 
moved, rinsed, dried, and weighed 
every 100 hours; then replaced. 
Result for Method 1. The de 
greased strip was immersed in a 
strongly alkaline zincate solution at 
room temperature; the zinc layer 
thus deposited was dissolved in nit- 
ric acid; the piece again immersed 
in the zincate solution; finally plat- 
ed with copper from a cyanide solu- 
tion. Nine of the ten buffed samples 
developed severe blistering, indicat- 
ing poor adherence. In the corrosion 
tests the samples were observed to 
have developed white corrosion spots 
within one hour after immersion and 
the weight gain due to formation of 
Al,O, - xH,O was very rapid after 
100 hours (see curve 1, Fig. 1). Af- 
ter 300 hours appreciable destruc- 
tion of the aluminum under the cop- 





Biggest Value 
in BACKSTAND IDLERS 
50 


F.0.B. CHICAGO 


Order from 
your Jobber 


Heavy Duty 
Hundreds used. 
GUARANTEED. 


Send for literature 





MATHEU TOOL WORKS, 2426 Clybourn, Chicago 14. III 
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Fig. 1—Corrosion rates of aluminum sam- 
ples plated by three different methods. 
Corroding medium—3 per cent NaCl so- 
lution, immersion at room temperature. 


per layer is evident. The undercut- 
ting of the copper by corrosion of 
the aluminum resulted in the com- 
plete exfoliation of an almost un- 
damaged copper plate in 500 hours. 

Result for Method 2. The de- 
greased sample was immersed for 30 
seconds in a 3 per cent HC1 - FeC1, 
solution at 80 deg. C., plated with 5 
microns nickel, and finally with 5 
microns copper from an acid solu- 
tion. None of the ten buffed samples 
showed any blistering or other de- 
fects. This the author considered as 
indicative of satisfactory adhesion. 
In the corrosion tests, attack was 
first observed after 200 hours. The 
weight gain was slow (see curve 2, 
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industrial enamel with a 


THOUSAND AND ONE USES! 





Lee 


KEM = 
LUSTRAL | 





You name the product! If brilliant, 
enduring COLOR can help to sell it 
or protect it, it’s ten to one KEM 
LUSTRAL can do it better—and sim- 
plify your buying, stocking and finish- 
ing, too! 

KEM LUSTRAL is the special quality 
Sherwin-Williams enamel formulated 
especially to meet the widest possible 
range of industrial requirements. 
KEM LUSTRAL can be brushed, sprayed 


or dipped. It can be air dried or baked. 
It can be used inside or out—as a 
product finish or for maintenance. 
And KEM LUSTRAL is stocked, ready 
for your call, at local Sherwin- 
Williams Branches in every principal 
city in the United States! 

Check what KEM LUSTRAL can do 
for you! Call your nearby S-W Branch 
or mail the coupon for details and 
color card. 


SHERWIN-WILLIAMS 


INDUSTRIAL FINISHES 


The Sherwin-Williams Co. 


sanenen + General Industrial Division, Cleveland 1, Ohio 
i 


Please send details on KEM LUSTRAL—also on Products of 
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B send me Turbo-Blast Catalog. 
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Stripping 


Turbo-Blast combines violent agitation with 
solution detergency to quickly remove chips, 
cutting oils and drawing compounds from 
parts in production. Also cleans grease, oil, 
carbon and deposits from parts and assem- 
blies being serviced. Saves up to TWO- 
THIRDS in cleaning time. Saves on chemi- 
cals — plant space and labor. Heated with 
steam, fuel oil, natural or manufactured 
gas with thermostat control for efficiency 
and economy. Performance facts available. 


Sizes for all requirements from small 
portable units to specially designed 
systems of any size. Conveyorized 
or batch types. 


STORM-VULCAN, INC. 
DALLAS, TEXAS 


2225 BURBANK 





Storm-Vulcan, Inc. 
2225 Burbank St., Dallas, Texas 
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Fig. 1); the corrosion was localized 
in spots through the plated layer 
rather than general corrosion un- 
derneath it, but even this reduced 
amount of corrosion appeared rather 
voluminous. 


Result of Method 3. The degreas- 
ed sample was immersed for ten 
| minutes in a 6 per cent Na,CO.- 
| Na,CrO, solution (MBV solution, 
German Patent 656663) to form an 
aluminum oxide layer 1 to 2 microns 
thick. This oxide layer is then par- 
| tially dissolved by immersion in an 
acid copper plating solution from 
| which 10 microns of copper is then 
deposited on the etched oxide. 
None of the ten buffed samples 
showed any blistering or other de- 
| fect. Again this was considered to 
represent satisfactory adhesion. In 
the corrosion studies no appreciable 
weight gain was observed for about, 
| 100 hours, probably due to the pro- 
tective action of the oxide layer 
which was present. Weight gain was 
rapid after this, as shown in curve 
3 of Fig. 1. In contrast to that of 
Methods 1 and 2, the corrosion prod- 
ucts in this case were granular and 
| tightly adherent to the surface. The 
corrosion attack was mostly by 
small pits, was more widespread 
than by Method 2, and showed a 
tendency toward blister formation. 

The copper and aluminum strips 
included for comparison showed a 
slight weight loss (approximately 
0.1 per cent). The slight corrosion 
was general on the copper and pitted 
on the aluminum. 

In comparing the types of corro- 
sion produced by the three methods, 
Solar points out that by Method 1, 
general corrosion of the aluminum 
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Studebaker 


SAVES TIME WITH 


Delpark 


Automotive Synthetic Enamels, as 
a rule, are very difficult to handle. 
Equally difficult is the proper main- 
tenance of spray booths where this 
type of enamel is used. 


To reduce maintenance and clean- 
ing time, the Studebaker Corporation 
has installed the DELPARK 36138 AFB 
Unit illustrated. This unit filters over 
spray from the wash water used in a 





spray booth where small sheet metal 
parts are painted. 

With this installation, the Stude- 
baker Corporation is effecting im- 
portant savings in time and money. 

If you have spray booths using 
wash water systems, DELPARK filtra- 
tion can save you time and money on 
cleaning and maintenance. Write to- 
day for further information. 


Delnark INDUSTRIAL FILTRATION 


BACKED BY MORE THAN 30 YEARS EXPERIENCE IN INDUSTRIAL FILTRATION 








METHOD NO. PRETREATMENT 


l Strongly alkaline, 

PH greater than 13 
2 Acid, pH about 1.5 
3 





Table II 


Weakly alkaline, pH about 10 


PLATING SOLUTION 


Alkaline 

PH 9.5 to 10.5 

Weakly acid, pH about 6 
Strongly acid, pH about 0.9 








occurs underneath the plated layer. 
Plating by the other two methods 
results in local corrosion through the 
pores of the 10-micron plated layer. 
The significant conditions of the 
three plating methods are summar- 
ized in Table II. 

The author believes that the ex- 
clusive alkaline treatment of the 
aluminum in Method 1 is the cause 
of the poor adherence and corrosion 
resistance of plates produced by this 
method, and that this is due to the 
well known difficulty in rinsing al- 


kaline films from metals. He points 
out that the residual alkaline film 
in Method 3 is neutralized by the 
final acid treatment and so better re- 
sults are obtained. The acid film 
from the pretreatment solution of 
Method 2, however, is very easily 
rinsed off and as a result the adher- 
ence of the plates produced is much 
improved. The very low corrosion 
rate resulting from Method 2 is part- 
ly ascribable to the smaller potential 
difference between aluminum and 
nickel as compared to that between 
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INDUSTRIAL OVENS 
SY SPRAY BOOTHS 
PARTS WASHERS 
DUST COLLECTORS 
AIR SYSTEMS 


For Bulletins and 
- Quotations,Wire, 
Write or Call— 


NEWCOMB - DETROIT 


5761 Russell St., 
Detroit 11, Mich. 


TR 3-2100 


ESTABLISHED 1912 


_ DETROIT DIVISION-GRAND RAPIDS DIVISION — 
| MEWCOMB INDUSTRIES LTD., WINDSOR DIVISION 


esi iA i 


May, 1954 














100 East 42nd St., New York 17,N.Y. @ 


“<.use COATING 218X 


i 


ne, 


HAT’S RIGHT — Unichrome 
Coating 218X is so inert, it’s ap- 
proved by leading bright nickel 
producers. It won’t contaminate or 
be attacked by other plating baths 
either. In fact, this tough, resilient 
green plastisol coating goes one 
step further. Since it doesn’t form 
pockets, blister, chip or crack, it 
keeps rinsing freely — minimizing 
dragout and drag-in problems, too. 
Over 5 years of service experi- 
ence show Coating 218X quality 


Fas 


cuts rack coating cost to the bone. 
It assures top resistance to all plat- 
ing, cleaning, anodizing and even 
vapor degreasing cycles. 

Remember, Coating 218X is pro- 
duced by United Chromium ... the 
company that has: (1) Developed 
plating processes; (2) Given service 
on plating problems; (3) Pioneered 
highly corrosion-resistant plastisol 
coatings . . . and therefore knows 
what a rack coating needs for max- 
imum plating service. 


COATINGS for METALS 


Trade Mork 


Products of UNITED CHROMIUM, INCORPORATED 


Los Angeles 13, Calif. © 
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Detroit 20, Mich. ¢ 
in Canada: United Chromium Limited, Toronto 1, Ont. 


Waterbury 20,Conn, @ 
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Seam-Free_ 
Work 
Surface! 





mt Sta nflor | 


Plastic-Coated Work Gloves 


Custom-fit, single seam lining 
(pat. pend.)—no seams on face 
of fingers, thumb, palm to chafe 
hands, wear out first. Elastic- 
knit jersey shapes to hand. 

Wing-style thumb, curved 
fingers fit naturally, complete 
action freedom. 

Tough bonded-vinyl coating won’t 
peel or crack, always flexible, has amaz- 
ing resistance to Cuts, snags, abrasion 
—outwears leather. Satin-finish gives 
positive over-all grip. Watertight, resists 
oils, acids, caustics, most 
chemicals. 

PIONEER Stanflex 
plastic-coated work gloves 
available in knit wrist, 
gauntlet, band top styles. 
Write today for complete 





Osteo PIONEER 


| tw PIONEER nec Stanglor 


285 TIFFIN ROAD | es 
WILLARD, OHIO 


| | 
Quality Gloves for 35 years 


PS. your glove problems 
are unusual because of the nature 
of your product finishing opera- 
tions, PIONEER welcomes the 
opportunity to help you solve 
them. Write us about your needs 
and problems — you'll save 
money, improve your glove 
service. 


procs essere 
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aluminum and copper. The most de- 
sirable procedure would involve the 
use of weakly acid pretreatment so- 
lutions and plating solutions which 
operate at a pH of 5 to 6. He also 
frowns on the use of copper as a pro- 
tective layer over aluminum unless 
it is thick enough to be pore-free. 
Solar’s conclusions with regard to 
the most desirable pretreatment and 
plating procedure are rather sur- 
prising. The acid iron dip followed 
by nickel plating, which he recom- 
mends, was one of the first proce- 
dures suggested for the electroplat- 
ing of aluminum and had been gen- 
erally discarded over ten years ago 
(in this country, at least) in favor 
of the zincate dip process. In a re- 
view published in an English jour- 
nal in 1942, it was said that “the 
sodium zincate dip is an advance on 
the metal dip, and is perhaps the 
most notable contribution in this 
field in the past decade” (Light 
Metals, 5, 369, 1942). It was with 
the introduction of the zincate dip 
that plating on aluminum achieved 
commercial success in this country. 
It would be of considerable inter- 
est to learn whether Solar’s results 


_ will be confirmed by other investiga- 
_ tors, or whether they may be attri- 


buted to accidental factors. 
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Where increased 
profit and better 
results are weighing 
in the balance 
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BUY UDYUTE 
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+ CUSTOMER LABORATORY 
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These Manufacturers Have Proved 


the DEPENDABILITY of 


DESPATCH 


FINISHING SYSTEMS 


Space does not permit us to show or even 
list the hundreds of satisfied users of 
DEsPATCH Engineered Finishing Systems 
who have proved their dependability 
with increased production and improved 
quality, however, the four shown are 
typical examples. 


DESPATCH FINISHING SYSTEMS are designed 
and built to finish your product better, 
faster and more economically. They are 
engineered to fit your particular require- 
ments. You can get a complete system 
or individual units, such as— 
@BAKING OVENS e@SPRAY BOOTHS © WASHERS 
@DRYOFF OVENS @FLOW COATERS @ CONVEYORS 
@ AIR MAKEUP SYSTEMS 


Resident engineers located in your vicinity are 
ready to help you with your finishing problems. 


PIONEERS IN ENGINEERING HEAT APPLICATIONS FOR INDUSTRY 
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Brushing Deburrs and 
Finishes Edges of 
Aluminum Parts 


POWER brushing method for re- 
moving feather burrs from a ma- 
chined slot in an aluminum fuse com- 
ponent has increased production at The 
Gilman Engineering Company, Wis- 
consin. Hand methods for doing this 
job, with output of 360 units per hour, 
proved unsatisfactory. Not only was 
this hand operation too slow, but re- 
sults were not uniform and left poorly 
finished edges. 


With the help of power brushing 
specialists from The Osborn Manufac- 
turing Company, Cleveland, Gilman 
engineers constructed a rotating brush- 
ing machine equipped with three Os- 
born 0.005-inch wire wheel brushes. 
There are 16 spindles on the table. The 
aluminum fuse parts do not rotate, 
they rest on the pins. The table rotates 
clockwise at two revolutions per min- 
ute; the brushes run at 3450 r.p.m. 


The first brush in position A (Fig. 1) 
rotates clockwise against the slot. The 





84 PRODUCTS FINISHING 





Fig. 2—This close up shows how the brush removes 
the edge on the bottom of the slot (position C). 
(Photos courtesy The Osborn Mfg. Co., 
Cleveland 14, Ohio) 


brush in position B rotates counter 
clockwise to brush the other side of the 
slot edge. The third brush, position C 
(Fig. 23, sweeps down through the slot 
to finish the bottom edge. 

The slots come clean and smooth, at 
a rate of 1400 units per hour, an in- 
crease of 1040 units of higher quality. 


Fig. 1—This rotating brushing 
machine removes feather burrs 
from a machined slot in an alu- 

i fuse comp t at the 
rate of 1400 per hour. The first 
brush in position A_ rotates 
clockwise against the slot. The 
brush in position B_ rotates 
counter clockwise to brush the 
other side of the slot. These not 
only remove the burrs but also 
finish the edge. The third brush, 





position C, sweeps down 

through the slot to finish the 
bottom. 
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Cut Cost 
of METAL 
FINISHING 


wih POWERS Boas 
Temperature REGULATOR 


For Plating, Anodizing, Bonderizing, Pickling, Clean- 
ing, Rinsing, and Chromate Dips. Powers No. 11-MF 
Regulators will help you get the most effective use 
from various solutions by holding them at the right 
ahd Taneeeen.f) temperature automatically. 


Where You / / Plastic Covered Thermal Bulb and Tub- 
Want It //—“ ing—is highly resistant to solutions in 
ly above processes. Prevents electrical | 
shorts. No insulators required for the 
regulator. 
Easy to Read 4” Dial Thermometer—indicates temperature 
of liquid being controlled and makes it easy to adjust 
regulator for different temperatures. 
Bulletin 330 describes this simple, dependable control. 


THE POWERS REGULATOR CO., SKOKIE, ILL. 
Offices in over 50 Cities, see your Phone Book (b51r) 











Over 60 Years of Automatic Temperature and Humidity Control 
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| Cretything 


FOR SPRAY PAINTING 


and COATING 
Binks 


the complete, l-source line 
of integrated equipment 


If the material can be applied by spray- 
ing, you will find in Binks complete line 
exactly the right equipment to do the job 
better, a little faster and usually more 
economically. 

You have more than 1100 standard 
products from which to choose...all de- 
signed to work together...all the result 
of more than 50 years helping manufac- 
turers improve their spray painting and 
coating operations. 

If you have a problem involving the 
application of fluids...from water to 
heavy asphaltic materials...Binks engi- 
neers are ready to help you work out the 
simplest, best and lowest-cost solution. 

Normally, all Binks products can be 
shipped immediately by your local dis- 
tributor. You save time, money and effort 
when you standardize on Binks equip- 
ment. 


BINKS MANUFACTURING COMPANY 
3118-40 Carroll Ave., Chicago 12, Illinois 


7 \ 


PAINT SPRAY GUNS 
13 different models 





AIR COMPRESSORS 
60 models 1 to 105 C.F.M. 





OIL AND 
WATER 
EXTRACTORS 
7 models to supply 
clean, dry air 





HOSE AND ACCESSORIES 
12 types of hose 
all accessories 





MATERIAL 
HANDLING 
PUMPS 
9 models 


REPRESENTATIVES IN PRINCIPAL U.S. & CANADIAN CITIES ¢ SEE YOUR cuassiFieo ae” pirectory 





EXHAUST 
— : FANS 


Internal mix; 


21 models— 
@ )) round each meeting 
% safety 
S Internal mix, flat standards 
G 


UN NOZZLES 
SPRAY GUNS for paints and coatings 
for applying heavy materials of all kinds 





——— MATERIAL 
i! YEA) TANKS 
UY 2 to 60 gallons it! 
; AUTOMATIC 
SPRAY BOOTHS SPRAYING EQUIPMENT 


over 510 styles and sizes for lower production costs 








about Binks complete, integrated line of spray painting 
and coating equipment. 


We are especially [} Heavy Material Guns (() Hose and Accessories 


interested in: 
(7 Foundry Guns () Spray Booths 


[ Complete Spray 
Painting System [] Automatic Guns 


rq Paint Spray Guns r Blow Guns 


1 Flock Guns ? 
| Engine Cleaners, -) Materiol Tanks 
r Flow Guns Extensions, etc. 


‘= Exhaust Fans 


cr) Oil and Water 
Extractors 


; } Automatic Spraying 
(j Oil Guns Air Compressors Equipment 


| Touch-up Guns - Material Handling ] We would like to see 


fy Car Washing Guns Pumps your representative 


Mail to: 


Binks Manufacturing Company 
3118-40 Carroll Avenue 
Chicago 12, Illinois COMPANY 








ADDRESS 




















Barrel Nickel Brightener 


Jelco Products, 153 East 26th St., 
New York, N. Y., has announced a 
Barrel Nickel Brightener for the metal 
finishing industry. The material is stat- 
ed to be a single addition agent cap- 
able of wide operating range, which can 
be used in both hot and cold solutions. 
Faster, brighter deposits are possible 
through the use of the material which 
does not break down or accumulate. 

For information circle No. 1 on 
Reader Service Card inside back cover. 


Metal Pretreatment 


Improvements in Type AS-4 Vinsy- 
nite, one of a group of three corrosion- 
resistant metal pretreatments manu- 
factured by Specialty Coatings, Inc., 
division of Thompson and Co., Oak- 
mont, Pa., have been announced. While 
the original Type AS-4 required bak- 
ing for maximum performance, the new 
version gives excellent performance 
when either baked or air-dried. In ad- 
dition, unlike the earlier product, it is 
designed for use on all types of metals, 
both ferrous and non-ferrous. Thus it 
permits treating various types of met- 
als in the same production line, with- 
out switchovers. 

Each of the three Vinsynite types 
combines in one step the application of 
a phosphate coating and a thin primer- 
like film, thus achieving both corrosion- 
resistance and maximum adhesion for 
top coats of paint. 

The type of Vinsynite recommended 
for a particular operation depends up- 








on various conditions of exposure and 
upon the application methods to be 
used. Vinsynite may be applied by 
spray, brush or dip methods and its 
use does not require close chemical 
control or multi-stage baths. 

For information circle No. 2 on 
Reader Service Card inside back cover. 





Hot Dip Galvanizing 
Stop Off Coating 


Manufacturer: Midland Industrial 
Finishes Co., East Water St., Wauke- 
gan, Illinois. 

V-501 Stop Off Coating (for hot dip 
galvanizing process) is a clear coating, 
but can be pigmented black 
if a guide color is desired. 

Stated to provide a protec- 
tive film which will resist the 
chemical solutions and heat 
encountered in hot dip gal- 
vanizing and still prevent the 
zinc from adhering to the 
base metal, V-501 may be 
dipped, brushed, sprayed. 

According to the manufac- 
turer the coating has been suc- 
cessfully applied to the fol- 
lowing surfaces: vapor de- 
greased hot rolled steel, acid 


Vapor Degreaser 


May, 1954 


pickled and phosphatized hot rolled 
steel, vapor degreased cold rolled steel, 
and phosphatized cold rolled steel. 
For information circle No. 3 on 
Reader Service Card inside back cover. 


Vapor Degreaser 


A vapor degreaser designed with a 
solvent storage tank as an integral part 
of the degreasing unit has been an- 
nounced by Circo Equipment Co., 128 
Central Ave., Clark (Rahway), N. J. 

Other design features of the de- 
greaser include an improved method 
of handling condensed water by means 
of a water separator, accurate, auto- 
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Hew EQUIPMENT, MATERIALS, PROCESSES 


matic temperature control of the water 
circulating through the cooling coils; 
and the use of a circulating pump which 
operates by means of a rotating mag- 
netic field, free from seal leaks. 

The degreaser has been constructed 
to resist corrosion; for example, the 
moving parts of the pump are fabri- 
cated from stainless steel, and the rotor 
and end plates are nickel clad. Con- 
densate coils are formed from copper 
tubing and nickel plated. 

For information circle No. 4 on 
Reader Service Card inside back cover. 





Thickness Tester 


Platers Research Corp., 59 East 
Fourth Street, New York 3, N. Y., has 
introduced a thickness tester called the 
Pocket Handi-Gage. 

The Handi-Gage is a magnetic in- 
strument similar in size and shape to 
the familiar automobile tire gauge. 
When the magnetic end of the Handi- 
Gage is applied vertically to the sur- 
face to be tested and slowly pulled 
away, a calibrated inner stem appears. 
The distance the stem travels before 
the magnet releases itself from the sur- 
face is a measure of the thickness of 
the coating. 

It will test the thickness of electro- 
plated cadmium, copper, brass, silver, 











It makes a lot of 
cents to buy the 
most for your dollars 

BUY WISELY 


BUY UDYUTE 
PLATING SUPPLIES 


| 
THE UDYLITE .POUND 
+ CUSTOMER LABORATORY 


+ ELECTRICAL SERVICE 
+> MECHANICAL SERVICE 


bs = MORE THAN A POUND 
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Pocket Handi-Gage 


zinc, tin, lead, nickel, zinc-tin and lead- 
tin alloys on steel, as well as hot-dipped 
tin and zinc. It is ideal for testing the 
thickness of paint, plastic lamination, 
enamel and lacquer coatings on steel. 
It will test thicknesses from 0.0001 inch 
to 0.015 inch. 

The Handi-Gage comes in a deluxe 
pocket size case, which weighs less than 
six ounces with the Handi-Gage and 
extra magnets for various thickness 
ranges. The Handi-Gage can be used 
on the production line, in the labora- 
tory, or any other place where thick- 
nesses are to be controlled. It may be 
used as a “go, no-go” thickness gauge 
at spray booths or plating tanks. 

For information circle No. 5 on 
Reader Service Card inside back cover. 





Infrared Lamp 


Development of a new type of in- 
frared lamp, “of tremendous potential” 
for scores of heating, drying, baking, 
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The experience of Watson-Standard Laboratories 
serves the metal coatings industry in many fields. 


We have developed successful systems of finishes which 
are currently being used for crown finishing, can decorat- 
ing, exterior signs, metal awnings, high heat finishes for 
heaters, anti-corrosion finishes, high speed coatings and 
many others. These are typical accomplishments. 


The Watson-Standard Laboratories 
have formulated coatings for many uses 
and methods of application. We will 
assist you with your coating problem. 


Wb Bree» Sthcabbed! 


co. 
225 GALVESTON AVE., PITTSBURGH 30, PA. 
NEW YORK OFFICE: 15 Park Row, New York 38,.N.Y. © CHICAGO OFFICE: 55 E. Washington St., Chicago 2, il 





INDUSTRIAL FINISHES * PAINTS © PLASTICS * CHEMICALS 
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cooking, and other uses, has been an- 
nounced by General Electric's Lamp 
Division, Nela Park, Cleveland 12, 
Ohio. 

The infrared lamp has a compact 
tubular shape, slightly larger in diam- 
eter than a cigarette. The tube is made 
of fused translucent quartz. 

Producing more than four times the 
energy concentration delivered by a 
250-watt infrared bulb, the slender 
quartz lamp has ability to withstand 
high temperatures and the shock of 
violent temperature changes. Even 
when the tube is heated to a cherry 
red, it can be doused in water or, as a 
more severe test, may be touched by a 
piece of ice, without cracking. 

Two sizes are being introduced, of 
500 and 1000 watts, for use and circuit 


Neither chopsticks nor drumsticks are the white rods 
being held by pretty Sharon Lee Brumley of Cleve- 
land. They are General Electric's infrared lamps. 
Slender quartz tubes, instead of glass bulbs, enclose 
the tungsten filament. The infrared lamps are virtu- 
ally impervious to shock from water, ice, or violent 
temperature changes, even when operating at full 
intensity. 
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General Electric's quartz infrared lamps; left to right: 
1000-watt, 500-watt, and king-size cigarette. 


voltage of 115-125 and 230-250, respec- 
tively. They have “lighted lengths” of 
five and ten inches, metal clips on 
either end adding about an inch and 
three-quarters to the overall lamp 
length. From each end extends a flex- 
ible six-inch lead wire. As in all G-E 
infrared lamps, the heating element is 
a coiled tungsten filament. 

The lamp produces higher energy 
concentrations in a small space — 100 
watts per lighted inch of tube length; 
it produces full radiation almost in- 
stantly, not requiring a warm-up pe- 
riod; it produces visible light as well as 
infrared radiation, an advantage in 
some circumstances; it is extremely 
light in weight. The 500-watt size 
weighs three-quarters of an ounce, and 
the 1000-watt size seven-eighths of an 
ounce. It requires little maintenance, 
having a rated trouble-free burning life 
of more than 5000 hours. 

First application of the new lamp is 
expected to be in industrial radiant 
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Reduce costs in your paint department 
with these Wyandotte products! 


PRE-FOS* — Cleans all metals; deposits phosphate coating; increases corro- 
sion resistance prior to painting! 


INDUSTRIAL NO. 38 — Alkaline cleaner for maximum detergency in spray 


washers! 








P-1075 — Solvent-type paint stripper for immersion use; safe on all metals! 


NORDALL* — Nonflammable, low-cost, emulsion cleaner for spray washers; 
inhibits rust on ferrous metals! 


PHOS-IT — Concentrated, liquid acid detergent, rust remover and metal con- 
ditioner for steel, zinc, aluminum! 


MERSOSTRIP — Accelerated, alkaline paint remover; speeds recovery of 


rejected parts; cleans conveying equipment! 


444-C — Excellent brush- or flow-on paint stripper for large nonimmersible 
parts or equipment; penetrates multiple coats quickly! 


FLOTE — Unique water-wash spray booth product; prevents sinking paint 
sludge and clogging; eliminates tackiness! 


HEDRAL — Prevents paint adhesion on spray booth walls; allows overspray 
removal without scraping! # REG. U. 8, PAT. OFF. 


Call your local Wyandotte representative, or mail the coupon today, for 
technical data on this complete line of versatile paint-department products. 
Wyandotte Chemicals Corporation, Wyandotte, Mich. Also Los Angeles 12, 
California. 


Wyandotte Chemicals Corporation 
Department 2197 
Wyandotte, Michigan 


Please send free technical data on: 


[-] Please have representative call. 


CHEMICALS 


Helpful service representatives in 138 
cities in the United States and Canada 


Name 
Firm 


Address 


—-T- ee HF 


Largest manufacturers of specialized rT 5 
cleaning products for business and industry {._... __.__ — —--— —°"*"* accnmemanninl 
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drying and baking ovens. Because of 
the higher energy concentration it 
makes possible, and because it provides 
energy over a considerable range of 
wave lengths, advantageous in many 
processes, the new lamp promises to 
open up new fields in industrial drying 
and baking. 

For information circle No. 6 on 
Reader Service Card inside back cover. 


Chliorinator 


Wallace & Tiernan Incorporated, 25 
Main St., Belleville 9, N. J., has an- 
nounced a chlorinator, the A-701, 
which will be introduced at the Ameri- 
can Water Works Association Conven- 
tion in Seattle on May 23rd. 

First of a series that incorporates 
the latest developments of practical 
chlorinator design, the A-701 will fea- 





YOU 


can rely on 


RANDOLPH 


for prompt shipment 
in any quantity of 


Performance - Proved 
Government Specification 


FINISHES 


Lacquers @ Enamels @ Dopes @ Thinners 
Clear Metal Finishes @ Cclored Lacquers 
Clear S.G. for Metal © Texture Enamels 
Specialized Production Finishes 
Aircraft Finishes 


RANDOLPH 


PRODUCTS CO. 


CARLSTADT, NEW JERSEY 
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ture such improvements as dual orifice 
meter which automatically, or by the 
flip of a switch, allows feed ranges up 


A-701 Chlorinator 


to 100 to 1; corrosion resistant mate- 
rials wherever good structural design 
permits; linear scale reading of chlor- 
ine flow rate; and automatic electric, 
hydraulic, air or vacuum control. 
Maximum capacity of the A-701 will 
be 100 pounds per 20 hrs. 

For information circle No. 7 on 
Reader Service Card inside back cover. 





Precision Flow Gun 
The Binks Mfg. Co., 3118-40 Carroll 
Ave., Chicago, Ill., has announced a 
precision flow gun, Model 31, which 
combines the features of two models 
formerly carried in the Binks line. Its 
design represents the recommendation 


May, 1954 





FOR THE 
FINISHING 
TOUCH 


Hisey Buffing and Polishing Machines. . . 

the equipment you need to apply the fin- 

ishing touch. The best finish on the pol- 

ished product is largely dependent on the 

wheel operating at proper speed and without vibration. Operators know 
Hisey for these performance qualities. Too, operators like Hisey Buffing 
and Polishing Machines because they offer plenty of foot room and free- 
pre operation about the wheels. Production is fast and with minimum 
of etiort. 


All moving parts subject to wear are made with liberal reserve capac- 
ity and of materials scientifically selected. Hisey is a quality product and 
offers maximum production, low labor cost and minimum maintenance. 
Made in a wide range of types and sizes from 1/4 H.P. bench mounted to 
50 H.P. capacity. 


HISEY 
DUST COLLECTOR 


Bag type Dust Collector, 
made in three sizes. For 
use with all Hisey Buffing 
and Polishing machines. 
Cyclone type also avail- 
able in three sizes. 


Write for Catalog 72 PL today! 


His¢ THE HISEY-WOLF MACHINE CO. 
) CINCINNATI 8, OHIO 
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Model 31 Precision Flow Gun 


of users of flow guns plus extensive ex- 
perimental work of Binks’ engineering 
department. 

Designed to provide increased effici- 
ency in flowing sealing compounds such 
as asphalt, rubber cement and similar 
heavy materials, the gun can also be 
used to seal gaskets, mouldings, cracks, 
corners and crevices on auto bodies, 
refrigerators and other products. No 
atomizing air is used. The material is 
forced from a material tank or pumped 
by one of the many types of material 
handling pumps. 

A selection of sixteen nozzles with 
orifices of various sizes and shapes for 
many types of work are offered. A spe- 
cial model of this gun, designated as 
31V, for use in applying abrasive mate- 
rials in the ceramic field, is available. 

For information circle No. 8 on 
Reader Service Card inside back cover. 
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Weigh your 
purchase carefully 
before you buy 


BUY WISELY 

BUY UDYUTE 

PLATING SUPPLIES 
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Ventgard for Distilled 

Water Storage Tanks 
The Barnstead Ventgard, product of 
Barnstead Still & Sterilizer Co., 12 
Lanesville Terrace, Forest Hills 31, 
Mass., makes it possible to store dis- 
tilled water in storage tanks and yet 
protect its high purity from air borne 
contamination. The Barnstead Vent- 
gard prevents organic vapors, alkali 
and acid gases from entering the tank. 
Tests conducted recently show Vent- 


Intake Breather j 


J 
elie 


Sub-micron 
a Filter Cartridge 
(Reploceoble) 


\ 
Intake Breather \ 
Valve 


Purified Air to Tank 


Ventgard for Distilled Water Storage Tanks. 


gard removes even carbon dioxide, 
which is present in concentration of al- 
most 500 p.p.m. in the average labora- 
tory or hospital room. 

Illustration shows how the Ventgard 
filter-breathes pure air into distilled 
water storage tank. Airflow sequence is 
indicated by arrow—solid arrows for 
intake, outline arrows for exhaust. 
When water level in tank is lowered, 
air enters the Ventgard through intake 
valve (A). It then passes through the 
submicron filter cartridge where parti- 
culate matter is removed and where 
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Don’t Let Small Space Deprive You of 


ROLLACOATING Speed and Economy 


Here’s one way Gasway engineers adapted continuous 
ROLLACOATING to restrictive length requirements. By 
developing a U-shaped unit, they U-tilized available 
space for double-duty effectiveness. The strip passes 
through an elevated cross-over, at rear. Feed and re- 
wind are virtually side by side for added convenience 
of operators. 


Don’t take it for granted that limited space makes 
efficient ROLLACOATING out of the question. Vertical 
installations, multiple parallel lines operating at slower 
speeds, and other Gasway innovations work wonders in 
restricted areas. 


Engineering initiative, however, is just one “plus” of 
dealing with the leader, for Gasway ROLLACOATING 
quickly pays for itself, as well as for building alterations. 
A continuous unit, as illustrated, can perform every func- 
tion from cleaning and treating to coating both sides, 
baking, and re-coiling—all in a single pass. It gives you 
fastest-of-all paint application without wasting a precious 
drop. Write for the whole savings story. 
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Through speedy metal coat- 
ing, then forming, ROLLA- 
COATING has revolutionized 
manufacturing methods in 
industry after industry. We'll 
be glad to give you full facts 
on continuous units as well as 
on individual sheet coaters, 


6463 N. RAVENSWOOD AVE. 


CHICAGO 26, ILLINOIS 
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special chemicals absorb gaseous im- 
purities. Finally, the purified air enters 
the tank through valve (B). When wat- 
er level is increased, intake breather 
valves (A) and (B) automatically seal, 
expelling air through exhaust valve 
(C). When there is no change in the 
water level, all valves remain closed 
thus protecting both cartridge and 
water in the tank from contamination. 


The Ventgard consists of the “Vent- 
gard” chamber with breather valves 
and the “Ventgard”’ filter element. The 
filter element is a replaceable cartridge 
containing a combination of pre-filter, 
purifying chemicals and _ after-filter. 
Chamber is of copper, carefully coated 
with pure tin on the interior. Exterior 
finish is attractively polished nickel 
plate. The Ventgard can be used with 
metal distilled water storage tanks and 
with Pyrex tanks. 

For information circle No. 9 on 
Reader Service Card inside back cover. 





Automatic Buffing Com- 
pound Applicator 


An air-operated Automatic Buffing 
Compound Applicator that will ac- 
commodate bars up to ten inches 
wide (two inches thick) has been an- 











Pioneer of a 
welGH 


better-way- 
in Plating 
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nounced by the George L. Nankervis , 
Company, 19255 W. Davison, Detroit 
23, Mich. Designated the Model 610, 


Nankervis Automatic Compound Applicator— 
Model 610 


it becomes the ninth model available 
in a series of electric and air applica- 
tors accommodating round and rectan- 
gular compound bars. 

The applicator can be installed on 
all types of buffing machines from sim- 
ple lathes to multi-operation automa- 
tics. Light weight construction permits 
installation on floating heads without 
disturbing balance. It can be installed 
in any position without affecting op- 
eration. 

An important feature of the new ap- 
plicator is its ability to feed any num- 
ber of strokes per minute — applying 
compound only when required. For ex- 
ample, it can be installed so as to ap- 
ply compound only during the buff- 
ing cycle, withdrawing while the work 
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* EAT CORROSIVE 
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tailored units 


Whether for laboratory or pilot-plant requirements 
or large-quantity processing, it will pay you to look 
into the INDUSTRIAL tailored units for heating or 
cooling liquids or gases. Rather than adaptations of 
standard units, INDUSTRIAL heat exchangers are 
engineered and built to individual performance 
specifications. Depending on size and other operating 
conditions, the INDUSTRIAL heat exchanger may be a 
large single- or multiple-pass tube-bundle type or 
a series, parallel, or series-parallel combination of This Bulletin 
individual single- or multiple-tube units. In any type PREP 
unit, thermal shock and the requirements of the ppeninennianen 
corrosive or noncorrosive fluid on the tube or shell INDUSTRIAL service 
side determines the materials of construction. on heat transfer 
Thus, each INDUSTRIAL tailored heat exchanger equipment. 
embodies the ultimate in operating performance Ask f 
and efficiency at lower initial and maintenance costs. chou 
Bulletin 600-2. 


ORS A. CA ND OE Ge CONAN 0 tLe 





Get INDUSTRIAL’S recommendations for 
your next heat transfer equipment. 


PRESSURE FILTERS 
INDUSTRIAL fag 

RUBBER LININGS 

HEAT EXCHANGERS 


FILTER & PUMP MFG. CO. CORROSION TEST CABINETS 


CENTRIFUGAL PUMPS 


5904 Ogden Avenue * Chicago 50, Illinois . 
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changes from station to station in the 
machine. In addition, it is also possible 
to operate up to eight applicators 
simultaneously from a single control- 
ling valve, applying compound uni- 
formly to all buffs. With each appli- 
cation, the compound is fed forward to 
compensate for “wear down” of the 
bar. The rate of feed is adjustable from 
0.0015 to 0.015 inch per stroke. 

Major parts of the applicator are 
fabricated of cast aluminum to mini- 
mize overall weight. All operating 
parts are covered to seal out dirt, wheel 
lint and compound. Moving parts are 
bearing mounted to ensure trouble-free 
service and smooth operation. 

For information circle No. 10 on 
Reader Service Card inside back cover. 





Portable Air Compressor 


A line of portable air compressors in 
a variety of models has been introduced 
by the DeVilbiss Co., 300 Phillips 
Ave., Toledo, Ohio. 

Designed expressly for spray paint- 
ing is a 1 horsepower model, rated at 
60 pounds maximum pressure and de- 
livering 5.4 c.f.m. of air. For general 
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utility work, DeVilbiss has engineered 
a % and 1 horsepower compressor, 
both having a 100 pound maximum 
pressure rating. The 1 horsepower unit 
delivers 4.2 c.f.m. of air and the % 
horsepower model has an output of 
1.91 c.f.m. 

All compressors are available with 
either electric or gasoline motor as 
power source. 

The compressor and motor are 
mounted on a sturdy chassis which has 
two large diameter wheels with rubber 
tires. A convenient handle, used to 
guide the unit, can be removed quick- 
ly for transporting the complete unit 
in a passenger car. 

The compressing unit is built for 
heavy duty, long and trouble-free serv- 
ice. Air being taken into the unit is 
filtered to prevent entry of dirt or dust 
which would create excessive wear on 
all parts. 

For information circle No. 11 on 
Reader Service Card inside back cover. 





Phosphatizing Prior to 
Silicone Coating 

A process announced by The Diver- 
sey Corporation makes it pos- 
sible to phosphatize steel and 
then apply silicone finishes. 
The process, built around Di- 
versey Divobond, is claimed 
to clean, rustproof and give 
greater finish adherence to the 
metal all in one spray appli- 
cation. 

In addition to its use with 

silicone paints, Diversey Divo- 
bond can be used as a “one- 


Portable Air Compressor 
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Blends surface jurictures... 
saves over 1000 manhours 


Power bushing with the Osborn Brushamatic* 


shown above replaced hand methods on a job of burr re: 
moval and finishing 17 different gears for material handling 
trucks. Net saving is over 1000 production hours a year per 
machine. Moreover, quality and uniformity of gears are 
greatly improved. 

The operator simply pushes a button and the Brushamatic 
goes through a complete cycle to remove burrs and feather 
edges, and blend surface junctures automatically. 


Users of Brushamatic machines are improving quality and 
increasing output as much as 500% over hand methods. Find 
out how your Osborn Brushing Analyst can help you cut 
costs, improve quality and boost production. Call your OBA, 
or write The Osborn Manufacturing Company, Dept. O-17, 5401 


Hamilton Avenue, Cleveland 14, Ohio. 
@Trade-Mark 
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Osho Brushomatio 


BETTER QUALITY. .. LOWER COSTS...AT THE PUSH OF A BUTTON 





Brushamatics can be pee to desired time 


cycle for accurate duplication and uniformity 


of results. Above: Group of completed parts. 
Below: Threaded shaft setup for microfinishing. 





INFORMATION: Write today 
for your copies of Booklets 
on Automatic Deburring 
and on Brushamnatic 
Machines. 
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shot” cleaning, rust- proofing and 
paint adhering process. It is claimed 
to operate over a wide pH range and 
is thus far less critical in use. 
Readers interested in testing Divo- 
bond may secure samples of the prod- 
uct or may send in test panels for 
coating. Requests for samples or test 
panels should be sent to Divobond De- 
partment, Diversey Corporation, 1820 
Roscoe Street, Chicago 13, Illinois. 
For information circle No. 12 on 
Reader Service Card inside back cover. 





Grinder-Polisher 


Hammond Machinery Builders, Inc., 
1622 Douglas Ave., Kalamazoo, Mich., 
has combined a polishing lathe and 


Grinder-Polisher 
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abrasive belt backstands to construct 
a compact, space-saving grinder-polish- 
er. The mounting structure is attached 
to the base of the Model VRO Variable 
Speed Polishing Lathe to which the 
backstands are mounted instead of the 
more conventional method of mount- 
ing the backstands in back of the lathe. 
Abrasive belts up to 14 ft. long can be 
used. The same arrangement can be 
furnished with most Hammond polish- 
ing lathes, and the backstands can be 
either spring or air-tensioned models. 
For information circle No. 13 on 
Reader Service Card inside back cover. 





Zine Phosphate Coating 
Material for Iron and Steel 


Oakite Products, Inc., has announced 
the addition to the company’s group 
of prepaint conditioning materials of 
Oakite CrysCoat SW, a new zinc phos- 
phate coating material for iron and 
steel, designed for use in _pressure- 
spray washing machines 

Oakite CrysCoat SW, the manufac- 
turers state, provides a fine-grained, 
dense and uniform zinc phosphate 
coating on iron and steel that meets 
U. S. Government specification Jan-C- 
490, Grade I, and similar specifica- 
tions. The coating weight ranges from 
180 to 220 mg. per square foot. One- 
minute application in the phosphating 
stage of a 5-stage pressure-spray wash- 
ing machine is usually sufficient to 
obtain the coating weight desired, it is 
reported. 

Among the advantages claimed for 
Oakite CrysCoat SW are the follow- 
ing: (1) its zinc phosphate coating de- 
velops very rapidly on metal surfaces, 
particularly in deep cavities; (2) the 
coating is fine-grained, dense and re- 
latively non-porous; (3) the solution is 
highly buffered for long life; (4) the 


May, 1954 





PAINT BOOTH 
OPERATION 


SaVFAd 


PLASTIC 
BOOTH 
COATING 


PELRON 


Here is new PELRON PLASCOTE 284 —a new plastic 


booth coating that is non-flammable either as a 
liquid or as a dry film on the booth. This means not 
only greater safety in booth maintenance operations, 
but also a reduction in insurance costs. 


Due to the ease of application and extensive cover- 
age, booth maintenance costs may be reduced by 
more than 50%. PLASCOTE 284 is shipped ready to 
use —no premixing necessary — will dry to a tough 
peelable film in a matter of minutes. 


Order a 5 gallon trial quantity at regular drum 
price. Do it now and learn how this revolutionary 


_ new coating gives more protection to your employees 


and plant! 


® E L Le) Ww 7740 W. 47th Street 
Lyons, Illinois 


: Ph BI shop 2-3166 
(otporation — yt te 
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product is inhibited for safety on equip- 
ment surfaces; (5) the only upkeep re- 
quired to maintain an operating solu- 
tion is the material itself. Upkeep is 
easily determined by a simple titration 
procedure using equipment supplied 
free of charge by the manufacturer. 

A special Service Report, giving ap- 
plication details of Oakite CrysCoat 
SW, will be sent to readers writing on 
company letterhead to Oakite Prod- 
ucts, Inc., 120 Rector Street, New York 
6, N. Y. 


For information circle No. 14 on 
Reader Service Card inside back cover. 





Metal Identification Kit 


With the Chemi-Spot metal identifi- 
cation kit, over 80 of the commonly 





Dual 5 H.P. Motor Driv- | Single 5 H.P. Motor Driv- | 
en POLISHING LATHE | en POLISHING LATHE 


$795.00 


$450.00 





An outstanding value! Rugged '/,” steel fabricated con- | 

struction. Simple design permits shaft assembly to be | 

removed as a unit. Heavy 1}2” polished and ground | 

shaft. 17” spindle clearance with L & R inside threads. | 

Tried, proven and accepted by thousands of satisfied 
users. 


METAL FINISHING MFG. CORP. 
89 North 11th Street Brooklyn 11, N. Y. 
SERVICING THE INDUSTRY FOR 35 YEARS | 
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used metals and alloys appearing on 
the market today may be identified us- 
ing simple, well known chemical spot- 
testing procedures. 

The kit, available from Wescott La- 
boratories, Elizabethtown, N. Y., 
weighs 12 pounds, is contained in a 
portable brown leatherette carrying 
case and comes equipped with all the 
necessary chemicals except the concen- 
trated acids which must be supplied by 
the purchaser. Included also is a book- 
let, “Rapid Identification (Spot Test- 
ing) of Some Metals and Alloys,” pub- 
lished by The International Nickel 
Company, Inc. 

For infermation circle No. 15 on 
Reader Service Card inside back cover. 





Siphon Nozzle 


A siphon nozzle for spray painting, 
known as the 66SF, has been announc- 
ed by the Binks Manufacturing Co., 
3118-40 Carroll 
Ave., Chicago 12, 
Illinois. 

Designed for a 
siphon setup on a 
Binks Model 18 
Spray Gun, which 
has long occupied 
top position in the 
Binks line, the 
nozzle is stated to 
make the Model 
18 more efficient 
and versatile. 

According to 
the manufacturer, 
the 66SF nozzie 
offers several ad- 
vantages for such industrial applica- 
tions as painting machinery, individual 
products and small areas, or wherever 
a siphon cup setup is called for. Among 
the major claims are “double” atomi- 





Siphon Nozzle 
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@ A true advancement in electroplating, 
ARco Diaphragm Systems have created a 
new standard in plating quality. Simply 
installed, Diaphragm Systems segregate 
anolyte from catholyte through canvas 
barriers between anode and cathode. 
This electroplating method, combined with 
ARco Rubber Lined Tanks and planned 
solution circulation, filters metallic in- ¢ tae eee 


solubles from outside sources. Lene Diaphragm 
Plating Tank 


Reduce costly buffing due to roughness 

. + prevent rejects because of thin 
spots... have ARco engineers show you : 
how Diaphragm Systems can save time, 5 ag 
materials . . . and customers. tion 


For uniformly high quality and economy in plating. . . 
DIAPHRAGM SYSTEMS 


RUBBER LINED TANKS 


4 All LO ARco Vertical Diaphragm Installation 


AUTOMOTIVE RUBBER CO., INC. 


12564 BEECH ROAD ® DETROIT 28, MICH. 
Manufacturers * Designers * Engineers 


4033 Homestead Road " 
Houston ¢- Texas . om 
return bend type 


ot 
ee | AUTOMOTIVE RUBBER CO., INC. 
| 12564 Beech Rd., Detroit 28, Mich. 


| Please rush me copies of your ‘Diaphragm 
Tanks Promote Plating Progress.’ 
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zation, a wider spray pattern, less air 
consumption, 15 per cent faster flow of 
fluid, smoother finishes with synthetics 
and lacquers, and less time out for gun 
cleaning. 

The use of twin side ports results in 
double atomization and a wider spray 
pattern. The fluid is broker down into 
finer particles; the finis:i. goes on 
smoother, faster and laps better. 

Although primarily developed for 
use with Binks Model 18 Gun, the new 
66SF nozzle can also be used with 
Models 19 and 29. 


For information circle No. 16 on 
Reader Service Card inside back cover. 


Hardness Tester 


A hardness testing instrument mak- 
ing only the most minute scratches or 
impressions, which cannot be seen with 
the naked eye and are so small that 
even the finest finish is not marred by 
the test, has been developed by the 
George Scherr Co., Inc., New York 
3, NX 


It is a portable, bench type instru- 
ment which combines a positive, con- 
trolled diamond penetrating action 
with a microscope of 400 magnifica- 
tions. The microscope is swung direct- 
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INDENTATION SET 
ON ZERO MARK 


RESULT OF MEASUREMENT 
0.0875 MM (87 SMICRONS) 


Hardness Tester 


ly over the impression to read the hard- 
ness by measuring with a reticule scale 
and vernier. 


Instructions and tables are furnish- 
ed with the instrument converting 
readings into Rockwell and other 
standard hardness scales in use. 


For information circle No. 17 on 
Reader Service Card inside back cover. 





Bench Backstand with Air- 
Inflated Contact Wheel 


Nu-Matic Grinders, Inc., Cleveland, 
Ohio, and Ryman Engineering Co., 
Ellwood City, Pennsylvania, have an- 
nounced a bench, belt grinding ma- 
chine for deburring gears, finishing 
small castings, grinding all types of 
stampings and similar operations. 

Being air-inflated, the Nu- Matic 
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It’s the quality of the job you get and the savings in 
material, time, heat, etc., that make KLEM chemicals 
preferred. That’s why one of the largest and most 
modern plating operations in the automotive industry 
recently chose Klem chemicals in preference to all 
others. The Klem man in your area may have the 
answer to your tough problem — if he doesn’t the 
Klem lab does. Send us a sample for trial. 


t 
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contact wheel is resilient and flattens 
out like an auto tire at point of con- 
tact. Thus, abrasive contact area is in- 
creased up to 3,000 per cent, resulting 
in faster finishing. 

The unique design of the Nu-Matic 
wheel also provides increased belt life 
due to the self-cleaning action develop- 
ed as the belt passes over the flattened 
wheel area, and due to the fact that 
the wheel equalizes belt stresses. 
Smoother surfaces are obtained, and 
faster finishing of contoured surfaces 
results, because the resilient drum 
shapes itself to the surface of the work 
and provides increased contact area. 

The Ryman backstand assembly is 
designed for use with a 60 inch abra- 
sive belt and will accommodate 5 and 
8-inch diameter Nu-Matic drums. The 
idler wheel is mounted on a spring- 
loaded lever that is manually operated 





NEW 


Barrel Nickel 
BRIGHTENER 


@ Faster Plating 

@ Brighter Finish 

®@ Single Addition Agent 
@ Hot or Cold Solutions 
@ Many plus Advantages 


—can be 
used 
with 

present 
Barrel 
Nickel 
plating 


solutions | /"formation on request 
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153 East 26th Street, New York 10, N. Y. 








LExington 2-3055 
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Bench Backstand 


to facilitate quick belt change. This 
lever also maintains proper belt ten- 
sion. The complete assembly is mount- 
ed on a steel base or in any other way 
desired. However, the drive motor is 
always mounted underneath. Motor, 
motor mount and steel legs to make a 
table model are all available. 

For information circle No. 18 on 
Reader Service Card inside back cover. 


Chromate Reducer for 
Cleaning Solutions 


Enthone, Inc., Dept. PF, 442 Elm 
Street, New Haven, Conn., has an- 
nounced ‘‘Chromekill 4A” for destruc- 
tion of hexavalent chromium contami- 
nation in alkaline cleaning and plating 
solutions. 

Chromekill 4A was designed to give 
a dual action. It contains materials for 
fast reduction of hexavalent chromium 
to the harmless trivalent chromium 
state, and it also contains more stable 
reducing agents to give prolonged pro- 
tection. The material is available as a 
fine free-flowing powdered mixture and 
is used in concentrations of the order 
of % oz./gal. 
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a 


cut 
cleaning 
costs 


right down 
the line 


METALWASH Spotless Dryer 


eliminates hand wiping of lacquered and plated parts 


The METALWASH Spotless Dryer is spe- 
cifically designed for the spotless dry- 
ing of plated and polished parts. 

The Spotless Dryer blasts the water 
from all surfaces of the work mechan- 
ically with jets of high velocity room- 
temperature air. This instantaneous 
water-stripping, completed before 
evaporation begins, removes every 
trace of stain-causing dissolved salts. 


The work is then conveyed through a 
hot-air blow-off which evaporates all 
moisture remaining in seams and folds, 
and at points where the rack touches 
the work. 

Spotless Dryers normally are furnished 
as complete units with built-in con- 
veyor and drive, or they can be built to 
fit into any existing conveyor line. 
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METALWASH VAPOR DEGREASERS pro- 
vide new speed, economy, durability, 


METALWASH TRIPOLI REMOVER auto- 
matically removes tripoli and rouge. 


METALWASH PHOSPHATIZING MA- 
CHINES provide ideal surface for lasting 
paint finishes. 








METALWASH MACHINERY CORPORATION 
915 North Avenue, Elizabeth 4, N. J. 
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A test solution for determining the 
presence of hexavalent chromium in 
alkali cleaners as well as plating solu- 
tions is available to customers of En- 
thone. 

For information circle No. 19 on 
Reader Service Card inside back cover. 





Selenium Rectifier 


The Selenium Rectifier Model 5B, 
manufactured by Kocour Co., 4814 S. 
St. Louis Ave., Chicago 32, IIl., is a 
self contained power supply, designed 
to meet exacting requirements, fea- 
turing dependable accuracy and long 
life. AC input, 115 volts, 60 cycles; DC 
output 0 - 6/12 volts at 5 amperes con- 
tinuous duty ratings. Full wave bridge 
type selenium rectifier stack. Power- 
stat control over entire range from 0 
to maximum. Smooth DC output with 








Would you like é 


THE UDYLITE POUND 


to get extras 


+ CUSTOMER LABORATORY 


+ ELECTRICAL SERVICE 
+ MECHANICAL SERVICE 
ad + RESEARCH CORPORATION 


for the dollars 


~ 
Taal 
= MORE THAN A POUND 


you spend? 


If you would, buy Udylite plating supplies. As a 
Udylite customer, you get quality plating products 
with pluses profitable for you. 


The Udylite Customer Service Laboratory is at your 
service to assist in finding the best materials for 
processing your products. Our Pilot Plant will find 
the most economical method of obtaining the finish 
you desire. And our Mechanical and Electrical Service 
specialists are always available for on-site testing and 
servicing of any equipment in your plant. 


Combined with the superior plating products devel- 
oped by the Udylite Research Corporation, these 
extra services insure perfection results at lowest cost. 
Fora poe that’s more than a pound, Buy Wisely— 
Buy Udylite Supplies. 


THE Udylite CORP. + DETROIT 11, MICH, 


110 PRODUCTS FINISHING 





Model 5B Selenium Rectifier 


less than 5 per cent ripple due to choke 
input filtering. 

For information circle No. 20 on 
Reader Service Card inside back cover. 





Stop-Off Lacquer 


A peelable stop-off lacquer known as 
Miccropeel has been announced by 
Michigan Chrome and Chemical Co., 
8615 Grinnell Ave., Detroit 13, Mich. 

Miccropeel may be used in all plat- 
ing cycles to hold a hairline demarca- 
tion. After plating, it may be readily 
peeled, saving time and money over la- 
borious soak and scrub stripping op- 
erations. 

Miccropeel may be brushed, dipped 
or sprayed. 

For information circle No. 21 on 
Reader Service Card inside back cover. 





Circulating Paint Heater 

Pigmented finishes and fillers can 
now be hot sprayed efficiently, regard- 
less of their abrasive content, accord- 
ing to The Spee-F lo Co., 720 Polk Ave., 
Houston, Texas, manufacturer of the 
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AACME Zotar Automatics ARE AVAILABLE 


IN EITHER INDEXING OR CONTINUOUS TYPES 
- +» TO MEET A WIDE RANGE OF PRODUCTION REQUIREMENTS 


This ACME 10-ft. Combination 
Rotary, may be used for eith- 
er indexing or continuous 
operation. It is equipped with 
24 continuous revolving spin- 
dies for continuous rotary 
travel or for twelve station 
indexing operation utilizing 
every other spindle. When in- 
dexing, this table travels sta- 
tion to station with one sec- 
ond interval and up to 1200 
indexes per hour. 


CATALOG 
ON REQUEST 








Weet Production Schedules 


aith PCME atomatics/ 


Acme Automatic Polishing and Buffing Machines provide a dependable solution 
to the problem of maintaining high civilian or defense production schedules at 
minimum unit costs. These highly efficient machines are available in types to 
handle parts of virtually any size or shape, with a wide variety of arrangements 
and accessory equipment to meet the specific finishing requirements. Problems 
of polishing, buffing, grinding, wire brushing, de-burring and Micro-finishing 
are effectively solved by Acme Automatics. 





For recommendations, send blue prints of part or samples before 
and after finishing operations, with detailed information on 
finishing operations and production requirements. !f production 
methods will cut your costs. we can set your job up in our 
experimental department and you can inspect it in operation. 


SEM AUTONET | pXa aE Manufacturing Lo. 


Ae ge Botting) eR kan E. 3 MILE RD., DETROIT 20 (Ferndale) MICH. | 
3 La 


Machinery vd OF AUTOMATIC POLISHING AND BUFFING MACHINES FOR NEARLY HALF A CENTURY 
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Circulating Paint Heater 


Air Circaflo Pressurematic heater. 
The air Circaflo has an integral air 
motor centrifugal pump which circu- 
lates the material from the heater to 
the gun and return, to maintain a con- 
stant hot spray temperature for con- 


PAINT MIXER 


MIRACLE 


5 GALLON 
PAINT REJUVENATOR 


All paint restored 
to original consis- 
tency without open- 
ing the can. 

2 minutes per gallon. 


MIRACLE PAINT 


REJUVENATOR CO. 
127 E. 9th St., $t. Paul 1, Minn. 








tinuous and intermittent service. The 
simple centrifugal pump has no close 
fitting tolerance to wear and is, there- 
fore, particularly designed for paint 
circulation. Fluid pressure at the gun 
remains constant, and is totally unaf- 
fected by air pressure variations and 
pump speed. 

The heating unit in the air Circa- 
flo Pressurematic is a coil-less heat ex- 
changer that cannot clog and requires 
no maintenance. Because pump speed 
may be regulated to a minimum, air 
consumption is low. 

The Model 300-APA is rated at 9 
gallons per hour and Model 600-APA 
is rated at 18 gallons per hour. 

For information circle No. 22 on 
Reader Service Card inside back cover. 





Electric Conveyor Screen 
Bake Oven 


Steiner-Ives Company, 657 Spring- 
field Rd., Union, N. J., pioneer in the 
industrial oven field for over 60 years, 


>MASKING TAPE: 


DIE-CUT TO YOUR EXACT SPECIFICATIONS FROM 


SCOTCH 


a 
«& 
BRAND 

e INDIVIDUAL PIECES © ANY SIZE OR SHAPE 
ap For quick, accurate masking operations. 
we 
@ 
& 


ruone on were PANOCO 


166 HENRY STREET, STAMFORD, CONN. 
@e@e2e200200800000080 





KEYSTONE EMERY MILLS 





For a real good polishing job use 


Keystone TURKISH Emery 
FRESH SUPPLY AVAILABLE 





4316 Paul St., Phila., Pa. 
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To clean over-spray from booth walls, grilles and qualities and at the same time is easier to peel 
exhausts, merely cut Peel-kote and rip it off in off. Its higher solids content permits quicker 
large easy-to-handle sheets. New Peel-kote can  byild-up of heavier film for greater protection and 
be re-sprayed on booth in minutes using stand- easier stripability. 

ard equipment. 

Peel-kote will not support combustion, it p €S  Beel-kote f ‘ id f ‘ ' 
maximum flexibility and is aluminum in “color. It ee eet a ae eee FORUTOMENE, 
reduces fire hazards in your booths, increases such as protection of polished or plated metals 
illumination, and reduces your maintenance costs during production, handling, shipment and even 
to a minimum. Peel-kote has better adhesion actual installation of product. 


Alunray 


a Munray roducts Inc. 


corrosion 
(/ | protection 12400 CROSSBURM AVE. CLEVELAND 11, OHIO 


for industr SUBSIDIARY OF FANNER MFG. CO. 


In addition, MUNRAY formulates other types of 





MUNRAY PRODUCTS, INC. 
12400 Crossburn Ave. * Cleveland 11, Ohio 
Send additional information on Peel-kote for: 
( ) Spray Booth Maintenance (Peel-kote type SP) 
) Protection of highly finished surfaces, products and parts. 





ADDRESS 








omnes CUSTOM - FORMULATED PLASTISOLS, PROTECTIVE COATINGS, TANK LININGS AND HIGH QUALITY PLASTIC PIPE AND TUBING 
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| Wewu EQUIPMENT, MATERIALS, PROCESSES |” 


have announced an Electric Con- 
veyor Screen Bake Oven with a built 
in purging system to handle aluminiz- 
ed cathode ray tubes. 

The oven is constructed so as to per- 
mit the addition of an air purge sys- 
tem for processing aluminized tubes 
with temperatures regulated so that 
the purging air that is blown into the 
tube is the same temperature as the 
corresponding air in that section of 
the oven. 

Heating system is of the recirculated 
air type, with heating sections indivi- 
dually controlled to insure proper bak- 
ing schedules. Cooling sections are also 
controlled for uniform heat discharge. 

The conveyor speed is variable with 
a mean speed of about 14 inches per 
minute. 

Steiner -Ives has constructed the 
Electric Conveyor Screen Bake Oven 
in 9 sections. Each section measures 
914, feet long, with inside oven dimen- 
sions of 51 inches high by 8414 inches 
wide. The total oven length is 8514 
feet; total overall length of the entire 
unit is 105 feet. Operating power from 

CONSTRUCTION 


BROMST EEL constuction 


301 Chemsteel Bidg.. Walnut St., Pittsburgh 32, Pa 


Send data on Engineering & Construction facilities for 
ACID-ALKALI-PROOF CONSTRUCTION 
of processing & storage tanks & flooring in 


(CJ Stee! Plant [7] Chemical [] Textile ["] Food 


Seeaaeeaaaneaaea 


AES AN MT 


Bake Oven for Cathode Ray Tubes 


330 to 480 kilowatts will enable the 
Steiner-Ives Electric Conveyor Screen 
Bake Oven to attain temperatures of 
up to 750 deg. F. 

The Steiner-Ives Company also 
builds other type ovens to meet specific 
heating needs. 

For information circle No. 23 on 
Reader Service Card inside back cover. 





Hull Cell 
The Model “WT” Hull Cell, devel- 
oped by R. O. Hull & Co., Inc., 1304 
Parsons Ct., Rocky River 16, Ohio, 





Most economical, most satisfactory 
method of 


STRIPPING COPPER. 
Brochure on request. 


' Sulphur Products Co., Inc. 
228 McKEON WAY GREENSBURG 6, PA. 











DON’T BE FOOLED 
BY FALSE CLAIMS 
ROBERTS ROUGE COMPANY 


RATFORD, 
Originators of Micro-Lustre Finishers 





years of manufacturing experience. 


Situce 1887 


Fine buffing compounds are a com- 
bination of the best of materials and 


A LONG TIME TO 
CONTINUE SUCCESSFULLY 
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Chicago Rubber Company’s amazing new R54 contact wheel 
cuts better—faster—longer and will substantially reduce 
your grinding and polishing costs 3 ways. 


Cu Replace only the rubber tire when 


necessary instead of the entire wheel. 


Choose from a complete assortment 
of tire treads for different grinding 
operations, still using the same wheel. 


And as usual Chicago Rubber Com- 
pany’s R54 contact wheel allows you 
to get the most wear from your abra- 
sive belt—more than you ever got 
before. 


There is a replaceable rubber tire 
with proper tread for every grind- 
ing requirement and in a wide variety 
This precision machined and of durometer ratings. Write for de- 
accurately balanced wheel is scriptive literature. 

easily and quickly knocked 
down and reassembled for 
tire replacement or change. 





CHICAGO RUBBER 
COMPANY, INC. 


Main Office & Factory 


2620 N. Clybourn Ave. Chicago 


Makers of tho COSMOWHEEL 


“11'S THE WHEEL THAT DOES THE WORK" 
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Model ‘‘WT’’ Hull Cell 


provides a simple and accurate method 
for control of plating baths operated at 
elevated temperatures. 


The complete unit consists of a Lu- 
cite Hull Cell mounted with a water- 
proof, variable - control thermostat. 
This is connected in series with a 110 
volt (a.c. or d.c.) quartz immersion 





Portable Sandblast Gun 


—Complete— 
simply connect 
to air line 
Rugged 


« 
Efficient 

@ 
A Real Performer 
handy in any shop 


$27.50 
Box 885 P 


LINDBERG PRODUCTS CO., Los Gatos, Calif. 








heater located in the base of the unit. 
Thermostat automatically controls 
temperature at plus or minus 3 deg. 
Fahrenheit. 

For information circle No. 24 on 
Reader Service Card inside back cover. 


Carry-Over Stop for 
Chrome Plating Solutions 


Magnus NZ, a special concentrated 
wetting agent developed and produced 
by Magnus Chemical Co., Inc., 208 
South Ave., Garwood, N. J., is stated 
to prevent the carry-over of chrome 
plating solution into the final rinse. 

Following a cold running water rinse 
of plated parts, they are rinsed in a 
cold still tank containing Magnus NZ 
solution at a concentration of 16 0z./ 
gal. Following a cold spray rinse, the 
work is ready for the final hot soak. 
None of the plants using Magnus NZ 
in the manner outlined above has ex- 
perienced further carry-over trouble. 

For information circle No. 25 on 
Reader Service Card inside back cover. 





Production of nickel by the free world is 
believed to have approximated 340,000,000 
pounds in 1953, an increase of about 20,- 
000,000 pounds over 1952 and 50,000,- 
000 pounds over 1951. 





Send NOW for this FIT-ALL 


DRUM PLUG WRENCH 


Instantly loosens, tightens 95% 
all plugs or bungs in steel drums. 
Has 16°’ extra-strong steel tub- 
ing handie. Wgt. only 2 Ibs. 
Order 1 or more today! 


THOUSANDS IN USE saving 
time, labor, accidents! 


SATISFACTION 

GUARANTEED... $3.30 

Non-sparking type ....$5.10 
Plus Parcel Post 


MORSE MFG. CO., Inc. 
762 W. Manlius St., E. Syracuse, N.Y. 








RALPH V. RULON, INC., 





ACID RESISTING MASTIC AND ACID PROOF BRICK 
FLOORING AND LINING CONSTRUCTION GIVES 


COMPLETE PROTECTION AGAINST 
ACIDS AND ALKALIES 


3900 No. 2nd St., Philadelphia 40, Pa. 


Acidproof Construction Contractors for Over 50 Years 
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You WILL BE IN GOOD COMPANY when 


™-SURPHOS 


——Metal Phosphating Chemival 
Currently Used On: 


Sheet Steel, Machined and Cast Iron . . . Truck 
Hoods and Fenders . . . Auto Accessories .. . 
Tractors and Accessories . .. Clothes Washers... 
Stoves ... Dish Washers . . . Hot Water Heaters 
Jackets ... Air Conditioning Cabinets . .. Gas and 
Oil Space Heaters . . . Outboard Motors . . . Toys 
... Agriculture Implements . . . Lighting Fixtures 
. . . Diesel Locomotives . . . Many other items. 








SURPHOS Conditions 
TO USE Metal For Painting: 


SURPHOS: e CLEANS 

. . . dissolve in hot @ FORMS PHOSPHATE 
water to a concentra- COATING 

~ ba ppd oon 00 e PREVENTS RUSTING 
a on an a oO 

eal te deem a © IMPROVES ADHESION of 

spraying in a power PAINT 

pet a: mS e INCREASES HUMIDITY and 


needed. SALT-SPRAY 
@ RESISTANCE OF PAINT 


INDUSTRIAL CHEMICAL PRODUCTS COMPANY 


3778 BELLEVUE AVENUE DETROIT 7, MICH. 
Representatives In Principal Cities 
In Canada made and sold by Boyle Chemicals Ltd., Longbranch, Ont. 
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Cleaning Filter Parts 


N the Meriden, Conn., plant of the 
Cuno Engineering Corporation, li- 
quid and gas filters for a wide range of 
industrial uses are manufactured. Be- 
fore assembling filters it is necessary to 
clean and degrease all parts, and Cuno 
has installed a gas-fired Industrial 
Washing Machine, made by the Indus- 
trial Washing Machine Corp., of Mata- 
wan, New Jersey, to do this work. The 
parts are placed on a chain type con- 
veyor belt and are first degreased by 
spray washing in an Oakite solution at 
a temperature of 170 deg. F. This is 
followed by a clear hot water spray 
rinse. 

The machine which is 32 feet long, 2 
feet, 3 inches wide; and 8 feet, 11 
inches high; has a capacity of 1,000 
square feet of metal per hour. 
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of modern products mu | 


Special Enamel Finish 
Baked on Wire Spoke 
Hub Caps with Far- 
infrared Heat 


HE newest thing on wheels is the 

wire spoke hub cap. A method which 
is used to heat-cure special enamels on 
these and other automobile accessor- 
ies has been developed so that in one 
plant, 200 hub caps an hour are finish- 
ed by the new method, utilizing far- 
infrared electric heat. 

The problem at A. S. Campbell Co., 
Inc., East Boston, Mass., was to ob- 
tain quick but thorough curing of 
alkyd - urea - phenol - formaldehyde - 
melamine enamel on the wheel discs. 
However, the baking oven must also be 
flexible enough to handle paint baking 
of other parts of different sizes. These 

include grill and 
bumper guards, li- 
cense plate frames 
and bumperettes. 
An installation 
of 24 Chromalox 
electric radiant 
panels designed 
and manufactur- 
ed by Edwin L. 
Wiegand Co., 
Pittsburgh, Pa., 
met these require- 


Operator places filter 

parts on chain conveyor 

of Industrial power 

washer in which they 

are alkali cleaned and 
rinsed. 
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Fig. 1—End view of baking oven containing 24 
Chromalox electric radiant panels. 


ments. Because the modular 
panels are standard and have 
built-in electrical connections, 
the oven was assembled and 
put into operation in record 
time. 

The panels, which are rated 
at 10.8 kilowatts each, were 
easily bolted to simple steel 
framing to form two oven 





Fig. 2—Completed wire spoke hub cap 
with thoroughly cured enamel finish. 
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halves. These sections are mounted on 
casters so that the oven can be adjust- 
ed for different sizes of parts and for 
heating requirements. Each panel is 
four feet long, giving a 16-foot oven 
with four heat zones. 

The exact heat is measured out for 
each part by means of four input con- 
trollers and eight magnetic contactors. 
Each contactor energizes a group of 
three panels and the input controllers 
modulate the output of several panels 
from 0 to 100 per cent of capacity for 
close vernier control. For fast curing 
finishes or for very light work any sec- 
tion of the oven can be turned off. 

A continuous conveyor takes parts 
from paint booths through the radiant 


oven (Fig. 1), and on to the take-off 
point. Conveyor speeds can be varied 
from two to eight feet per minute. Aver- 
age time in the oven is only four min- 
utes for the wheel covers, while curing 
time for other parts is between 114 
and 8 minutes. 
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Practical 











When parts leave the oven, their tem- IRRADIANT GRID BULLETIN. A 


. bulletin describing Granco Irradiant 
perature - about 400 deg. F. To allow Grids (flameless gas burners) is avail- 
time for cooling, and to save floor able from Granco, Inc., 317 Thirty-Sec- 
space also, the parts are raised to the ond te Ss. a eee —— a 
voilt . Granco Irradiant Grids are designed for 
ceiling and carried overhead to the use in gas ied evens and beaters of 
unloading point. various kinds to provide heat for paint 
drying, water dry- 
ing, metal process- 
ing, and other pro- 
cesses requiring 


Circo Vapor Degreasers use 30% less solvent | oven vreatmont at 





elevated tempera- 
tures. Illustrations 
| showing several 
| different types of 
plant installations 
| are included in the 
| bulletin. 





AEROVENT 
FAN ENGINEER- 
ING MANUAL. A 
64-page, illustrated 
guide to modern 
| industrial ventila- 
| tion and air move- 

ment is available 
| from Aerovent 








CiRCO 
CROSS ROD DEGREASER 














New, modern Circo vapor degreasers | Fan Co., Ine., 
— whether large or small —are en- Circo Introduces | 720 E. Ash St., Pi- 
gineered to save on solvent consump- Ultrasonic Cleaning | | qua, Ohio. Engi- 
tion. Construction features like bal- Write for details on the neering,  installa- 
anced condensing coils, leak-proof most modern, talked tion and operating 
pumps and dual vapor-level control about metal cleaning | | data, for all stand- 
are today saving companies 30% and development of the | | ard and_ special- 
often more in solvent use. Circo de- century—the Circosonic | duty fan applica- 
greasers perform faster, Save pre- degreaser that cleans | tions, and pertin- 
cious man-hours through engineering small metal parts by | | ent details for cal- 
designs developed through 30 years the power of sound. | culating duct sizes, 
experience in vapor degreasing. | friction losses, per- 





formance and 
horsepower re- 
quirements are in- 
1923 | eluded in CATA- 
LOG NO. P-20. 
Full details and 


EQUIPMENT COMPANY | description of all 


| Aerovent Fans and 


Send for Circo's comprehensive 32-page Manual on Vapor Degreasing. No Obligation. 





128 Central Avenue, Clark (Rahway), New Jersey Offices in Principal Cities | ‘ 
| accessory equip- 
PER-SOLV (Perchlorethylene) CIRCO-SOLV (Trichlorethylene) | ment are covered 
Vapor Degreasers * Metal Parts Washers * Dryers * Solvent Recovery Stills | by the manual. 
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GIVES YOU 


safety - economy «- convenience 


Fingertip tilting brings you the advantages of faster tumbling 
cycles, reduced operator fatigue and savings of floor space 
in your finishing department. Globe’s new tilting mechanism 
enables your operator to quickly move the barrel to pre-se- 
lected or manually selected operating position by means of a 
simple, 3-position reversing control. 


WHAT'S YOUR FINISHING PROBLEM? 


Write for Tumbling Let HUPP’s experimental engineering 

Barrel Bulletin B-9 service analyze your parts finish 
needs. Send samples of parts and 
completed piece to show desired finish. 
HUPP will provide detailed cost-saving 
finishing recommendations. Write to- 
day! No obligation, of course. 
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COMPANIES 


THE MICHIGAN OVEN COMPANY, 
designer and builder of ovens for indus- 
trial heating and processing, has an- 
nounced the appointment of the J. R. 
ENGLE COMPANY as representative in 
Cleveland and Northeastern Ohio. 

Owned and operated by Joe R. Engle, 
the Engle Company is located at 1900 
Euclid Avenue, Cleveland 15, Ohio. 


Business outlook for the balance of 
1954 is ‘‘very encouraging,’’ A. O. Thal- 
acker, president of the DETREX COR- 
PORATION, Detroit, said at the com- 
pany’s annual meeting of stockholders. 

Pointing out that 1953 sales of the com- 
pany had risen 19 per cent over 1952, Mr. 
Thalacker said this trend is continuing 
in 1954. First quarter sales for Detrex, 
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ei aie 


the 


ndustry 


manufacturer of chemicals, metal-clean- 
ing machinery and drycleaning equip- 
ment, are running 6 per cent over the 
comparable period of 1953, he declared. 


Currently touring the United States 
and Canada, is CORNING GLASS 
WORKS’ traveling van (Fig. 1), bring- 
ing to manufacturers and industrialists 
the complete story of the use of Pyrex 
brand ‘‘Double-Tough” glass pipe, heat 
exchangers and fractionating columns 
in production processes. 

The van is 34 feet long, 8 feet wide and 
11 feet 2 inches high. It has interior 
lighting by Corning, Fiberglas insulation 
and a Fiberglas acoustical ceiling by 
uwens-Corning Fiberglas Corp. Tie basic 


color is gray, with red, white and blue 
trim. 
The van is manned by Corning Glass 


Works so personnel, 
plus the local CGW 
sales engineer in 
the particular area 
being visited and 


Fig. 1—Corning Glass 

Works’ traveling van, 

housing an exhibit of 
Pyrex Glass Pipe. 
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OPERATION 


one-package 
WASH -PRIMER 


Now steel or iron parts can keep the weather at bay throughout a 

year of outdoor storage without topcoating. Reason: Stanley 

40X-610. This one-package, one-operation wash primer for spraying, 

brushing, or dipping forms a weather-tight skin that lasts. Its 

resistance to corrosion and rust creep is excellent. And Stanley 
40X-610 may be used with most topcoats. Find out 
more about this low-cost, easy-to-apply outdoor pro- 
tection... write today for the new bulletin on Stanley 
40X-610 to: Stanley Chemical Company, 31 Berlin 
Street, East Berlin, Connecticut. 


sui S| 
iil H Dy 

LACQUERS STAN LEY. 

JAPANS ul: i STANLEY 

SYNTHETICS C # ¢ « ICAL 


ENAMELS 
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Fig. 2—Interior of van showing a portion of the glass pipe applications on exhibit. 


the sales engineer from the distributor 
in that area. 


Built-in displays in the interior of the 
van (Fig. 2) include such operating units 
as a cascade cooler, a jacketed heat ex- 
changer, and a packed column. On ex- 
hibition also are assorted sizes of pipe 
and fittings. Van visitors will see the 
ease with which Pyrex brand pipe can 
be adapted to other piping materials and 
equipment, and a field fabrication kit is 
available to demonstrate the ease of cut- 
ting and flanging glass pipe in the field 
or on the job. 


The opening of a 
new sales office in 
the Park Square 
Building, 31 St. 
James Street, Bos- 
ton, Mass., has 
been announced by 
A. H. Hartman, di- 
rector of sales for 
CONS OLT- 
DATED VACUUM 
CORPORA - 
TION. This new 
sales location will 
add another link to 
the growing na- 
tionwide chain of 
offices made avail- 


Kenneth Roliey able to service 
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high vacuum equipment users. 

KENNETH ROLLEY, formerly of Ro- 
chester, New York, will be in charge of 
this office which will serve the states of 
Maine, New Hampshire, Vermont, Mass- 
achusetts, and Rhode Island. Mr. Rol- 
ley, a native of the Boston area, is a 
graduate mechanical engineer from the 
University of Rochester. He brings to 
the customers for high vacuum equip- 
ment in the New England area a thor- 
ough knowledge of the industrial appli- 
cations of Consolidated Vacuum Corpo- 
ration’s products. 


Complete furnishings for a _ private 
room were recently donated to Alexian 
Brothers’ Hospital, in memory of the 
late Pierre I. Chandeysson, founder of 
CHANDEYSSON ELECTRIC COM- 
PANY, St. Louis, Mo. 

This gift is one of many received by 
the Hospital from the Chandeysson fam- 
ily. Their interest is underlined by the 
fact that Dr. Chandeysson in his life- 
time was always devoted to the medical 
work of the Alexian Brothers. 


HENRY R. POWER retired on May 1 
from The Carborundum Company, Nia- 
gara Falls, New York, after 37 years of 
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service with that company. 

He served the abrasive industry as 
chairman of technical committees which 
developed standards for testing abrasive 
grains used in polishing wheels, grind- 
ing wheels, and coated abrasives. 


Robert J. Racine, 
manager of indus- 
trial sales for 
WYANDOT- 
TE CHEMICALS 
CORPORA - 
TION, recently 
outlined plans to 
the company’s 17 
district sales man- 
agers for expand- 
ed customer serv- 
ice. Mr. Racine 
was a featured 
speaker at Wyan- 
dotte Chemicals’ 
annual district 
sales managers’ 
conference. 

In addition to de- 
scribing several new industrial products 
for water wash spray booths and for 


Robert J. Racine 


Tom Todd, Los Angeles district sales manager 
of Wyandotte Chemicals Corporation, at left, 
discusses expanded service plans for the air- 
craft industry with P. N. Sahara. manager of 
industrial and aircraft sales for this yan- 
dotte, Michigan, organization, during the re- 
cent annual week-long conference of the 17 
Wyandotte Chemicals district sales managers. 








Speed Up Your Finishing Operations 
with CENTRAL POLISHING MACHINES 


Hydraulically operated. Anyone can operate. Extremely 


versatile. Handle long lengths, extrusions, 
many odd-shaped pieces. 


sheets and 
Polish extrusions and sheets 


their ENTIRE LENGTH. Polishing stroke quickly adjustable 
2 inches to full capacity. Our patented Hydraulic Contour 
Device permits the finishing of a wide variety of shapes 


and contours, 


@ Polishes extrusions 
and sheets complete, 
end to end. 

‘@ Simple operation. 
Women run them. 

@ Adjustable stroke 
2” to full capacity. 
Machines, 

7 to 21 foot stroke. 


FULL INFORMATION 
ON REQUEST. 


H-M 84 
HORIZONTAL MACHINE 
(Guards removed to show de- 
tail) 7 to 21 foot stroke. Table, 
30” or 40” wide. Table oscil- 

lates at turn of valve. 


CENTRAL MACHINE WORKS 


72 COMMERCIAL ST. 


May, 1954 


WORCESTER, MASS. 
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preparing metal for painting, Mr. Racine 
told of Wyandotte Chemicals’ expanded 
manufacturing facilities for floor ab- 
sorbent. 

New solution testing devices, expanded 
advertising and additions to Wyandotte’s 
service staff were also announced by Mr. 
Racine. 





The DETREX CORPORATION of De- 
troit has formed a special team of ultra- 
sonic demonstrators to tell American in- 
dustry the story of the remarkable ad- 


vances made in the use of ultrasonic 
energy for the precision cleaning of 
metal. 


Just a year ago, Detrex announced that 


it had taken high-frequency sound en- 
ergy out of the laboratory stage and had 
developed its fully-conveyorized Soni- 
clean Process, an ultrasonic metal clean- 
ing system that was practical for the 
needs of modern industry. 

To answer the flood of inquiries and 
requests for further data and demonstra- 
tions, Detrex first tackled the huge job 
of sorting through and indexing them. 
Then followed the publication of a tech- 
nical brochure. The next step was the 
formation of a special team of ultra- 
sonic demonstrators and the preparation 
of an itinerary that will keep them on 
the road for an indefinite period. 

Headed by Kermit D. Collom, in charge 
of ultrasonics sales, installation and 








(Upper left) Donald C. Johnson and Kermit D. Collom, members of the ultrasonic demonstration 
team of the Detrex Corporation, unload generator and small, ultrasonic degreaser. (Upper right) 


Mr. Collom, center, shows speed and thoroughness with which 

part, as key plant executives watch through glass sides. 

onstration equipment is shown here. Filter paper in degreaser shows amount of soil removed 

from supposedly clean part. (Lower right) Some of the items carried in the demonstration kit 

are pictured here. Note contrast between soiled and fresh filter paper. Degreaser used in dem- 
onstrations is a miniature model. 


sound energy degreases metal 
(Lower left) Complete ultrasonic dem- 
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service, demonstrators will show ultra- 
sonics in action with the aid of a care- 
fully-assembled, complete kit including 
a small degreaser, a 44-kilowatt genera- 
tor, solvent, plastic-coated baskets, mag- 
netic field detector, microscope, vari- 
able-position transducer holders, tool kit, 
and other miscellaneous items. 

The demonstrations will be made in 
hotels convenient to many firms in a giv- 
en area, before meetings of technical so- 
cieties, and directly in the plants of in- 
dividual companies. 

A full-sized degreaser, incorporating an 
ultrasonic cleaning 
cycle, has been in- 
stalled in the Det- 
rex laboratories in 
Detroit for demon- 
stration purposes. 
Glass windows in 
both this machine, 
and the smaller, 
portable unit, per- 
mit spectators to 
watch sound en- 
ergy at work. 


Appointment of 
ROBERT LePAGE 
as supervisor of 
the process engi- 
neering section of 
the abrasives la- | 
boratory has been | 
announced by Min- | 
nesota Mining &| 
Manufacturing Co. | 
Mr. LePage joined 
3M in 1949 as a} 





Check with an ELCOMETER ... 


NEW POSITIONS 


Steps taken in recent weeks by Han- 
son-Van Winkle-Munning Co., Matawan, 
N. J., manufacturer of electroplating and 
polishing equipment and supplies, include 
the intensification of plating supply ac- 
tivity on the West Coast, opening of a 
new office in St. Louis, and the extension 
of sales and service facilities to cover 
all major western industrial areas. 

H-VW-M recently purchased the Elec- 
troplating Equipment & Supply Division 


How thick is the coating 7 


new type thickness 


chemical engineer | 
in the abrasives | 
laboratory. Prior 
to his new ap- 
pointment, he was 
supervisor of basic | 
research in the 
same department. | 


In his new posi- | 
tion, Mr. LePage 
will be responsible | 
for research and| 
development activ- | 
ities concerning 
present and poten- 
tial coated abra- | 
sive manufactur- | 
ing processes as | 
well as experimen- | 
tal coatings for} 
other laboratory | 
groups. 
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gauge for spot checks on non-magnetic coatings: 
porcelain enamel - paints - platings- foils + glass + paper « 
plastics « etc. 

Accurate to + 5% + .0001”. 

For flat or curved surfaces in hard-to-get-at spots with- 
out loss of accuracy. Needle locking device assures a 
correct reading every time. 

Comes with tough, leather case containing inner 
pocket for test strips. 

Retail price (“A” Scale) $55.00 F. O. B. Cleveland, 
Ohio. Special scales available. Write for illustrated folder. 
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C. A. Pickering (left), William A. Nairne, A. H. Nicholson, William T. Walling, G. Stuart Krentel 


of A. J. Lynch Co., Los Angeles. The 
Lynch plating division formerly repre- 
sented H-VW-M in California. H-VW-M, 
however, is using its newly acquired 
facilities and personnel to extend sales 
and service coverage from California to 
Washington, Oregon, Idaho, Nevada, 
Utah, Arizona, New Mexico, Wyoming 
and Montana. 

Headquarters have been set up at the 
new St. Louis office to service Kansas, 
Oklahoma, Arkansas, Texas, Louisiana, 
Missouri and the St. Louis trading area 
in Illinois. JOSEPH J. CIZAS was re- 
cently appointed sales representative for 
the territory. 

Formerly this territory besides other 
western states was covered by C. A. 
PICKERING of H-VW-M. Under the 
new expansion and consolidation plan, 
Mr. Pickering will concentrate his sales 
activities in Colorado, Nebraska, Iowa 
and northwestern Illinois. L. J. MOYES, 
presently covering Wisconsin and Min- 
nesota, will acquire the territories of 
North and South Dakota. Supervising 
the areas covered by the three is R. R. 
GRANQUIST, who maintains his head- 
quarters in Chicago. 

As a result of the purchase of the plat- 
ing division of the Lynch Company, three 
Lynch plating salesmen joined H-VW-M. 
They are WILLIAM A. NAIRNE, G. 
STUART KRENTEL and A. H. NIC- 
HOLSON. All three have had extensive 
experience in the plating and polishing 
fields. 

William Nairne was with Lynch for six 
years. A graduate of the University of 
Arizona and a member of the American 
Electroplaters’ Society, he will continue 
to cover the Los Angeles territory. 


G. Stuart Krentel, recently elected 
president of Los Angeles branch of Am- 
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erican Electroplaters’ Society, has been 
connected with the electroplating busi- 
ness since receiving his M.S. degree from 
Michigan State College in 1933. He will 
continue to cover Los Angeles. 


Mr. Krentel’s background includes re- 
search and development work at Chrysler 
Engineering Corp. and Rufert Chemical 
Division of Seymour Mfg. Co., produc- 
tion and control work with Bay Manu- 
facturing Division of Electric Auto-Lite 
Corp., and Spence Electro Plating Co. 
of Los Angeles, and sales and service 
work with MacDermid, Inc. 

A. H. Nicholson, who will continue to 
serve the San Francisco area, has been 
associated with the metal finishing in- 
dustry for the past eight years. A grad- 
uate of Wooster College, Wooster, Ohio, 
he worked as a plating chemist for Day- 
strom Corp., Olean, N. Y., for three 
years. He later supervised metal finish- 
ing operations at Daystrom’s west coast 
plant in Fullerton, Calif. Mr. Nicholson, 
a member of the A.E.S., was also for- 
merly associated with Sundmark Sup- 
ply Co. 

Retaining supervision of west coast op- 
erations is HAROLD R. SMALLMAN, 
assistant vice president of H-VW-M. 
Under the new arrangement H-VW-M 
will retain its principal western distri- 
butors. They include Carl F. Miller Co., 
Seattle and Spokane; Zehrung Chemical 
Co., Portland; Southwestern Platers’ 
Supply Co., Dallas; Brance-Krachy Co., 
Houston; E. R. Frost Co., Minneapolis 
and G. S. Robbins Co., St. Louis. 

Hanson-Van Winkle-Munning Co., Ma- 
tawan, N. J., has assigned electrochem- 
ist WILLIAM T. WALLING to the Chi- 
cago area. 

Mr. Walling will be associated with 
E. C. BOSL, who is presently covering 
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this territory and several midwestern 
states. Besides supplementing the work 
of Mr. Bosl, Mr. Walling will be avail- 
able for service throughout the Midwest. 
Mr. Walling has been doing field electro- 
chemical service work in Matawan. 

In addition to his electrochemical back- 
ground, Mr. Walling has worked as a 
plater, and has experience in buffing and 
polishing. Originally trained at the H- 
VW-M laboratory in Matawan, he was 
graduated from Seton Hall University 
with a degree in chemistry. 


The retirement of HERBERT J. 
GRIFFING, Encapsulating Machine 
sales representative, has been announced 
by Norton Company of Worcester, Mass. 
EMENS GUERNSEY has been named 
his successor. 

In his 35 years with the company, Mr. 
Griffing has worked on and sold prac- 
tically every type of Norton grinding 
machine made. He began his career un- 
der Charles H. Norton who invented and 
developed the modern precision grinding 


Herbert J. Griffing (left), Emens Guernsey 


machine at the turn of the century. He 
has been selling Norton machines since 
1919. 

Mr. Guernsey came to Norton after 
graduation from Wesleyan University in 
1940. He was with the sales engi- 
neering department of the Grinding Ma- 
chine Division until his present appoint- 
ment. 
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F. W. KITTRELL has become asso- 
ciated with Frederic B. Stevens, Inc., 
Detroit 16, Michigan, as process and 
sales engineer on Industrial Waste Dis- 
posal. 

After five years as research chemist 
with the Standard Oil Company (Indi- 
ana), Mr. Kittrell entered the public 
health field with the North Carolina 
State Board of Health in 1929. He was 
employed by the Tennessee Department 
of Public Health from 1930-41, continu- 
ing his specialization in stream sanita- 
tion and waste disposal activities as 
Chief, Stream Sanitation Section, Ten- 
nessee Valley Authority, through 1951. 
For the past two years he has engaged 
in radiological safety and radioactive 
waste disposal with the Isotopes Divi- 
sion of the Atomic Energy Commission 
at Oak Ridge. 

Mr. Kittrell represents the Kentucky- 
Tennessee Industrial Wastes and Sewage 
Works Association of the Board of Con- 
trol for the Federation of Sewage and 
Industrial Waste Associations. He has 
been a recipient of the Arthur Sidney 
Bedell Award and the Harrison Pres- 
cott Eddy Medal. 

The selection of CHARLES W. SMITH 
as a representative in the Chicago area 
has also been announced. 

Prior to joining Stevens, Mr. Smith 
had accumulated 26 years experience in 
the metal finishing fields. He has spent 
314 years as a superintendent at Crafts- 
man’s Plating and Tinning Company, 
Chicago; four years as superintendent of 
plating, polishing and buffing at Dris- 
coll Company, Chicago; and over three 
years in the same capacity at the Web- 
ster-Chicago Corp. 

He specialized in chemistry while at 
school and has been a member of the 
Chicago Branch A.E.S. for the greater 
part of 20 years. 
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F. W. Kittrell (left), Charles 
W. Smith, and Byron 
Jacoby 


BYRON H. JACOBY 
has been added to the 
sales staff of Frederic B. 
Stevens, Inc., in connec- 
tion with the announce- 
ment of a new Central 
States sales district with 
headquarters in Dayton, 
Ohio. 
Mr. Jacoby will cover 
a portion of the south- 
western Ohio territory. Prior to joining 
Stevens he was in sales work and spent 
three and one-half years with the F'rigid- 
aire Division of General Motors Corpora- 
tion. 


Chandey s- 
son Electric Com- 
pany, St. Louis, 
Mo., has named 
RALPH MORSE 
plant engineer. In 
his new capacity, 
Mr. Morse will be 
in charge of all 
plant utilities, con- 
struction and 
maintenance. He 
will also carry out 
special assign- 
ments for the en- 
gineering and 
plant manager. 

Formerly super- 
visor of Chandeys- 
son’s testing facili- 
ties, Mr. Morse has 
been with the company four years. Prior 
to joining the firm, he served as an elec- 
trical engineer for the Missouri Pacific 
Railroad. Mr. Morse is a graduate of the 
University of Missouri. 


Ralph Morse 


WALTER W. DENNEY has been plac- 
ed in charge of polishing, electroplating 
and paint finishing at The Columbus 
Dental Manufacturing Company, Colum- 
bus, Ohio. Mr. Denney is a past president 
of the Columbus Branch of the Ameri- 
can Electroplaters’ Society, and has been 
active in society affairs for a number of 
years. 
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F. A. TRUDEN, former president and 
general manager of Southern Finishers, 
Inc., Nashville, Tennessee, is now asso- 
ciated with the Crosley Division, Avco 
Manufacturing Corp., Nashville, as pro- 
cess engineer. 

Mr. Truden is a former officer and di- 
rector of the National Association of 
Metal Finishers. 


Magnus Chemical 
Co., Garwood, N. 
J., manufactur- 
er of industrial 
cleaning materials, 
metal working lu- 
bricants and clean- 
ing equipment, has 
announced the ap- 
pointment of E. H. 
PETERSON as 
sales manager. 

With Magnus 
since 1947, Mr. Pet- 
erson has_ served 
in engineering and 
sales capacities, 
and was appoint- 
ed assistant to the 


E. H. Peterson president in 1952. 
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A graduate of Worcester Polytechnic 
Institute, he holds a Master’s Degree 
from Stevens Institute of Technology, 
and is a doctoral candidate at New York 
University. 


The appointment 
of WALTER 
KLIE, JR., as zone 
manager, Great 
Lakes Industrial 
Sales, for The 
Sherwin-Wil- 
liams Co., has been 
announced by Don 
S. Gaarder, gener- 
al manager of the 
firm’s Industrial 
Sales Division. 

Mr. Klie, who 
joined Sherwin- 
Williams in 1936, 
will make his 
headquar- 
ters in Grand Ra- 
pids, Michigan. He 
is a graduate of the University of Vir- 
ginia and has had extensive experience 
in many phases of the paint industry, 
having held sales positions in the Indus- 


Walter Klie, Jr. 
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For Platers, Silversmiths, Jewelry 

Mfgrs., Makers of Watches, Clocks 
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finishers. 
Supplied in straight or crimped brass, steel, nickel 
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trial, Automotive and Trade Sales divi- 
sions of Sherwin-Williams. From 1947 to 
1953 he was stationed on the West Coast, 
serving large furniture producers in the 
Southern California area. 

Prior to his present appointment, Mr. 
Klie served as a Products Finishes sales 
supervisor in the company’s South At- 
lantic Sales Region, and made his head- 
quarters in Philadelphia. 


GOTTFRED lL. 
HENDRICKSON 
has been appointed 
resident sales engi- 
neer to serve the 
Minnesota, North 
Dakota and South 
Dakota area, it has 
been announced by 
L. J. George, Chi- 
cago district man- 
ager of The Udylite 
Corporation. 
Mr. Hendrickson 
has 20 years’ ex- 
perience in metal 
nN finishing. His pre- 
Fintiived’ 2. vious experience 
Hendrickson includes supervi- 
sion of metal fin- 
ishing at McGraw Electric Co. in Elgin, 
Ill., and at General Mills Home Appliance 
Dept. in Minneapolis. He will service the 
area from his office at 1834 Lincoln Street, 
N. E., Minneapolis, Minn. 


Appointments to six new sales and re- 
search managerial posts in Diamond AIl- 
kali Company’s recently formed Chlori- 
nated Products Division have been an- 
nounced by C. E. Lyon, vice president 
and general manager of the division. 

DR. D. J. PORTER, formerly assistant 
to the director of research, has been 
named assistant general manager and 
division research director. He will be re- 
sponsible for all research work of Dia- 
mond’s Chlorinated Products Division 
except agricultural chemicals. 

DR. J. J. LUKES, formerly develop- 
ment section manager, has been named 
research manager, and will assist Dr. 
Porter in carrying out divisional research 
responsibilities and functions. 

W. B. BEESON, JR., sales manager 
since June, 1953, of Belle Alkali Com- 
pany, Belle, W. Va., a Diamond sub- 
sidiary, has become product sales man- 
ager for Diamond chemicals manufac- 
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tured at the Belle plant as well as other 
chlorinated solvents, including perchlor- 
ethylene and carbon tetrachloride, and 
hydrochloric acid. 

W. J. ESSELSTYN, formerly a tech- 
nical service representative, will work 
with Dr. Beeson as solvents sales man- 
ager. 

M. T. WALSH, a sales promotion rep- 
resentative since 1951, has been named 
sales manager in charge of Chlorowax 
and related products. 

D. C. NEVLING, plant auditor at Dia- 
mond’s Houston Works for the past five 
years, has moved up to the position of 
divisional administrative assistant. 

Appointees to these new positions will 
be located in Cleveland wth the excep- 
tion of Dr. Lukes, who will carry on his 
work at the Diamond Technical Center 
in Painesville. 


The Lea Mfg. Company of Waterbury, 
Conn., has announced the appointment 
of JOHN GUSS and JOHN A. DOYLE 
as sales and engineering representatives. 

John Guss will serve the Midwestern 
area in a sales and engineering capacity 
on electrochemical and abrasive finishing 
problems. Mr. Guss, a graduate of Al- 
bright College, was chief chemist and 
metallurgist for four years at Penn-Ohio 
Steel Corp., Birdsboro, Pa. He was also 
associated with Valley Platers, Inc., 
Reading, Pa., Division of Wallace R. 
Ives, Inc., and Birdsboro Armor Cast, 
Inc., Birdsboro, Pa. 


John Guss (left), John A. Doyle 


John Doyle will specialize in sales and 
engineering service to the cutlery and 
small tool industry on surface finishing 
problems. A graduate of Catholic Uni- 
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versity Engineering School, he was as- 
sociated with Sperry Gyroscope Co., 
Douglas Aircraft Corp., International 
Silver Company and G. I. Scott Mfg. 
Company. 

Mr. Doyle will also serve as an engi- 
neering consultant on the application of 
liquid buffing compounds to Clair sur- 
face finishing machines. 


Two industrial sales appointments in 
Pittsburgh Plate Glass Company’s paint 
division have been announced by E. D. 
Peck, vice-president in charge of the 
paint and brush division. 

WILLIAM. T. CAREY has been named 
director of sales, petroleum and trans- 
portation finishes, including aircraft and 
marine. JOHN A. BURKE, JR., has been 
named assistant director of sales, petro- 
leum and transportation finishes, includ- 
ing aircraft and marine. 

Both men will have headquarters at 
the company’s general offices. 

Appointment of WILLIAM H. HOG- 
BEN to the newly created position of 
executive manager, automotive accounts, 
of Pittsburgh Plate Glass Company’s 
Ditzler Color Division in Detroit, also 
has been announced by Mr. Peck. 

A native of Lyminge, England, Mr. 
Hogben joined the company’s Milwaukee 
Paint Division in 1921. A graduate of Ab- 
botsford College in Folkestone, England, 
Mr. Hogben in 1927 was assigned to the 
Ditzler Color Division where he has 
served as industrial sales manager. 

E. DUDLEY KRESS is succeeding Mr. 
Hogben as industrial sales manager for 
the Ditzler Color Division. 

A native of Ithaca, Michigan, Mr. 
Kress started with the Ditzler Color Di- 
vision in 1931. Prior to his appointment 
he was general assistant manager of in- 
dustrial] sales for Ditzler. 

EARL H. HEATON was named assist- 
ant to the industrial sales manager at 
Ditzler. A graduate of the University of 
Colorado, he has served as service man- 
ager of the Ditzler Division which spe- 
cializes in the production and distribu- 
tion of automotive finishes. 


J. M. WELDON has been transferred 
to the General Sales Department of The 
International Nickel Company, Inc., as 
assistant to the vice-president, accord- 
ing to W. C. Kerrigan, general sales man- 
ager. 
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In other appointments, C. J. BIANO- 
WICZ has been named manager of the 
Inco Nickel Alloys Department, and 
DANIEL W. MACHON has been placed 
in charge of the newly established Co- 
balt Section of the Nickel Sales Depart- 
ment. 


JOSEPH 8S. McCULLOCH has been 
appointed manufacturer’s representative 
for the Pennsylvania Salt Manufactur- 
ing Company’s Corrosion Engineering 
Products Department, Robert R. Pierce, 
manager, has announced. 

A graduate of Princeton University, 
Mr. McCulloch is well known in the cor- 
rosion engineering field in which he has 
had more than twelve years of technical 
and sales experience. 

In his new assignment Mr. McCulloch 
will represent Pennsalt as sales engineer 
for chemical-proof cements, acid-proof 
mortars, chemical-resistant membranes, 
and corrosion-resistant coatings. His ter- 
ritory will cover Maryland, Delaware, 
Eastern Pennsylvania and Southern New 
Jersey. 


— 
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A. E. S. 41st ANNUAL CONVENTION, Statler Hotel, 
New York City, July 12 to 15, 1954. 








The Educational Sessions to be held at 
the A.E.S. 4ist Annual Convention will 
include the following speakers and sub- 
jects: 

“Leveling Studies in Cyanide and Acid 
Copper Plating Solutions,’’ by Barnet D. 
Ostrow and Fred I. Nobel, Lea Ronal, 
Inc. 

‘Industrial Applications for Metallized 
Non-Conductors,’”’ by Dr. Harold Narcus, 
Electrochemical Industries. 

‘Modern Industrial Paint Strippers,”’ 
by Rubin Operowsky, Chemclean Prod- 
ucts. 

“Servo Control in the Electropolishing 
of Wire and Strip,’’ by A. Korbelak, 
Editor, ‘‘Plating’’ Magazine, and C. G. 
Rively, Westinghouse Electric Corp. 

“Some Considerations of Importance 
in Ball Burnishing,’’ by A. S. Kohler, 
Frederick Gum Chemical Co. 

“Determination of Free Cyanide and 
Zine in Zine Cyanide Solutions,’’ by Dr. 
R. F. Muraca, Lehigh University. 


“Nickel Plating From the Sulfamate 
Bath,’’ by Richard C. Barrett, Barrett 


Chemical Products Co. 
“‘Electrocheinical Corrosion Tests,’’ by 
Walter Pinner and W. J. Pierce, Hou- 
daille-Hershey Corp. 
“A New Instrument for Measuring 
Stress in Electrodeposits,’’ by Joseph B. 





Yeterans of Foreign Wars 
"i é 
met 8 . 
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Kushner, Joseph B. Kushner Electro- 
plating School. 

“Effects of Iron on the Physical Prop- 
erties of Nickel,’ by L. H. Curkin and 
R. W. Moeller, Pratt and Whitney Air- 
craft Co. 

“Copper-Tin Alloy Plating,’’ by Dr. 
Charles L. Faust and William H. Saf- 
ranek, Battelle Memorial Institute. 

“Report of A.E.S. Research Commit- 
tee,’”’ by Dr. Earl J. Serfass, Lehigh 
University. 

“Stress in Chromium Electrodeposits,”’ 
by A. C. Tulumello, Dr. E. J. Seyb and 
Dr. J. E. Stareck, United Chromium, Inc. 

“Taper Sectioning of Basis Metal Sur- 
faces and Electrodeposits,’’ by Dr. A. E. 
R. Westman and Dr. F. A. Mohrnheim, 
to be delivered by W. M. Tucker, East- 
man-Kodak Co. 

““A Practical Application of Electroless 
Nickel Plating,’’ by John P. McLean and 
Seymour Karten, Bulova Watch Co. 

“Corrosion Protection of Modern Air- 
craft,’’ by W. F. Castell, Lockheed Air- 
craft Corp. 

‘Disposal of Plating Wastes at Oneida, 
Litd.,” by Dr. B. B.. Dodge -and« Dr. 
Charles A. Walker, Yale University. 

‘‘Lead as an Impurity in Nickel Plating 
Baths,’’ by Dr. D. T. Ewing, Michigan 
State College. 

“Effect of Anode Composition in Acid 
Copper Plating,’’ by R. P. Nevers, R. L. 
Hungerford, and E. W. Palmer, The 
American Brass Co. 

“Technology of Liquid Buffing Compo- 
sitions,’’ by R. V. Twyning, Twyning 
Chemical Specialties Co. 

“Corrosion Properties of Electroless 
Nickel,’’? by Richard W. Landon, Dr. G. 
Gutzeit, Kanigen Division, General Amer- 
ican Transportation Corp. 

“A Correlation of Metallurgical Hard- 
ness and Buffability,’’ by R. S. Modjeska 
and Harold W. Faint, Scientific Control 
Laboratories. 

“The Equipment to be Used for De- 
termining the Effects of Oxide Films,’’ 
by Dr. H. B. Linford and David O. Feder, 
Columbia University. 

“Brass Plating,’ by R. A. Xhrhardt, K. 
G. Compton and G. Diettrich, Bell Tele- 
phone Laboratories. 

“Throwing Power of Tin and Tin-Alloy 
Plating Solutions,’’ by Dr. F. A. Lowen- 
heim, Metal and Thermit Corp. 
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MEETINGS 


The 15TH ANNUAL NEW ENGLAND 
REGIONAL MEETING of the A.E.S. 
will be held at the Hotel Bond, Hart- 
ford, Conn., on Saturday, May 15. This 
meeting is sponsored by the Hartford, 
New Haven, Springfield, and Waterbury 
Branches of the Society. 

The program for the Technical Session 
beginning at 2:00 P.M. is as follows: 

1. “Current Status of Electroless Nic- 


kel Plating,’? by Dr. Abner Brenner, 
Chief, Electrodeposition Section, Na- 
tional Bureau of Standards, Wash- 
ington, D. C. 

. “Ultrasonics As 
Finishing,’’ by Dr. 
Director of Research, 
son Corporation. 

3. “Views of Japan.’’ A color movie 
showing various phases of Japanese 
life, and views of the Japanese coun- 
tryside. Presented by Ezra A. 
Blount, Editor, PRODUCTS FIN- 
ISHING Magazine, Cincinnati, Ohio. 

The Banquet and Dinner Dance is 
scheduled for 7:00 P.M. 

Further information concerning this 
meeting may be obtained from William 
P. Innes, Technical Director, MacDer- 
mid, Inc., Waterbury 20, Conn. 


Applied to Metal 
Wilfred Roth, 
Ultra Visco- 


Fig. 1—A. E. S. Tri-State Regional Meeting Committee members met the speakers at lunch prior 
to the Educational Session. Shown, facing camera, in upper photo (left to right) are: Arthur W. 


Logozzo; P. Peter Kovatis, A. E. S. executive secretary; J. M. 


Andrus; George W. Cavanaugh, 


General Electric Co., Syracuse; D. L. Taylor, co-chairman; Stewart Chipman, entertainment; 
Edwin Roof, hotel; Richard Jager, Columbus Branch representative. 

Fig. 2—Shown in lower photo, facing camera (left io right) are: William Young, Cincinnati 

Branch secretary; W. Wilson Loveless, chairman; Carl H. Truman, Cincinnati Branch president; 

J. Gordon Seiter; William J. Neill, Columbus Branch; Dr. George P. Swift, A. E. S. President; 

Charles T. Nuzum, Zippo Mfg. Co., Bradford, Pa.; William D. Gordon, favors; Gordon T. Speers, 

finance; Robert K. Rarick, educational chairman; Robert D. Miller; Charles Wise, entertainment. 
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Fig. 3—Charles Wise, Buckeye Products Co. (above, left), wanted to be sure that members and 
guests attended the Educational Session. 

Fig. 4—(Above, right) Speakers compare notes with Session Chairman Dr. George P. Swift. 

Left to right, J. M. Andrus, Croname, Inc., Chicago; J. Gordon Seiter, F. J. Stokes Machine Co., 

Philadelphia; Dr. George P. Swift, Watertown, Mass.; Arthur W. Logozzo, Nutmeg Chrome Corp. 





Fig. 5 — (Above) A partial 
view of the well-attended 
educational session. 


Fig. 6—(Left) Following i 
Gordon Seiter’s talk on 
“Vacuum Metallizing,’’ a 
number of the members gath- 
ered to examine samples of 
metallized products and se- 
cure additional information 
on the process. 
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Fig. 7—The Standard Elec- 
trical Tool Co. invited Re- 
gional Meeting visitors to an 
open house. Shown inspect- 
ing a heavy duty polishing 
lathe in the Standard Elec- 
trical Tool plant are, left to 
right: George W. Cava- 
naugh, General Electric Co., 
Syracuse; William Ferguson, 
president of Standard Elec- 
trical Tool Co.; Ed Bruck, 
Platers Supply Co., India- 
napolis; D. L. Taylor, Seal- 
tron Corp., Cincinnati; Ar- 
thur W. Logozzo, Nutmeg 
Chrome Corp., W. Hartford, 
Conn.; J. M. Andrus, Cro- 
name, Inc., Chicago. 
(PRODUCTS FINISHING 
Staff Photos) 


Fig. 1—(Below, left) Carl N. Becker, Becker Electrotype Co., Milwaukee, president of the 
International Association of Electrotypers & Stereotypers, Inc., opened the 1954 Spring Confer- 
ence, held April 6-7 in Cincinnati. Shown at the left is A. P. Schloegel, executive secretary, 
and, at right, Walter C. Deye, Quality Engraving & Electrotype Co., Cincinnati, third vice presi- 
dent of the Association. 
Fig. 2-—(Below, right) John J. Chowning, Corning Glass Works, Corning, N. Y., presented a 
paper on Pyrex ‘‘Double-Tough”’ Pipe for use in connection with acid pickling or electrotyping 
solutions. 


A 
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Fig. 3—Ed I. Peters, Process Engineering Co., Skokie, Ill., served as moderator of a panel dis- 
cussion on ‘‘Copper Fluoborate Solutions and Installations’’ at the Conference. Shown with Mr. 
Peters on the panel are (left to right): Elmer Schwartz, first vice president; William Weber, 
Illinois Electrotype Co., Chicago; William Singer, Bomac 1952 Limited, Montreal; Mr. Peters; 
James E. Thomas, Capital Electrotype Co., Albany; and Carl N. Becker, Becker Electrotype Co. 
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Fig. 4—(Above) A panel discussion on ‘Nickel Sulphamate Solutions and Installations’’ was 
conducted by Richard Barrett, Barrett Chemical Products Co., Shelton, Conn. On the panel with 
Mr. Barrett are (left to right): Melbourne H. Lehr, Dayton Electrotype Co., Dayton; Milton 
Rectanus, Service Electrotype Co., Pittsburgh; Mr. Schwartz; Mr. Barrett; George Taylor, Bomac 
Limited, Toronto; and Joseph C. Ashmead, Neenah Electrotype Co., Neenah, Wis. 
Fig. 5—(Below) Clifford Struyk, General Chemical Division, Allied Chemical & Dye Corp., Edge- 
water, N. J., led a panel discussion on ‘'Tin Plating Solutions and Installations.” Shown with 
Mr. Struyk are (left to right): Walter C. Deye, Quality Engraving & Electrotype Co., Cincinnati; 
Frank Flanagan, American Electrotype Co., Cleveland; B. R. Preston, Crescent Engraving Co., 
Kalamazoo, Mich.; Mr. Struyk; Fred Shelton, McCall Corp., Dayton; and R. Kreber, Van Bolt- 
Kreber Electrotype Co., Columbus, Ohio. 





Fig. 6—Among the 
exhibits at the Spring 
Conference of the 
Electrotypers’ Asso- 
ciation was that of 
the Corning Glass 
Works, Corning, N. Y., 
which featured the 
line of Pyrex ‘Dou- 
ble-Tough”’ pipe and 
fittings as well as 
other products for use 
in handling acid so- 
lutions in the electro- 
typing industry. 


Fig. 7—Shown at the exhibit of R. Lavin & 
Sons, Inc., supplier of copper anodes and other 
metals to the electrotyping industry, are R. 
Scott Modjeska, Chicago, and A. S. Wigle. Mr. 
Modjeska addressed the electrotypers confer- 
ence on the subject of ‘Rolled Versus Cast 
Copper Anodes.”’ 
(All photos by PRODUCTS FINISHING.) 


TRAINING COURSES 


A short home reading course on 
“WATER AND WASTE CONTROL FOR 
THE PLATING SHOP,” has been an- 








nounced by the JOSEPH B. KUSHNER 
ELECTROPLATING SCHOOL, 115 
Broad Street, Stroudsburg, Pa. 

The course is intended for platers, 
metal finishing executives, chemists, and 
engineers who are faced or will be faced 
with the necessity of curbing or abating 
the nuisance of plating and finishing 
wastes, in order to comply with local pol- 
lution laws. 


DeVILBISS COMPANY’S spray 
Toledo, Ohio, which dur- 
ing its 27 years of operation has been 
attended by thousands, recently was con- 
ducted for the largest group to attend 
a maintenance painting class this year. 

The DeVilbiss spray painting course 
includes classroom lectures and demon- 
strations which are augmented by allow- 
ing each ‘‘student’’ to prepare materials 
and actually spray paint. Spray patterns 
are studied closely under actual painting 
conditions. The ‘‘student’”’ is given ade- 
quate time to handle various spray guns 
so he can become accustomed to holding 
them correctly and to trigger them at 
the right moment. Special emphasis is 
placea on keeping the equipment clean 
and correct methods are demonstrated. 

In the maintenance painting class, the 
‘‘students’’ were from 11 states. Travel- 
ing the longest distances from the four 
compass points were: Louis J. DiZoglio 
and Gerard Boisvert, both of Lawrence, 
Massachusetts; Ralph Seegren of Tulsa, 
Oklahoma; Sidney W. Turner, Birming- 
ham, Alabama; and Clifford L. Fishbeck, 
St. Paul, Minnesota. 


THE 
painting school, 


Electro-Plating Assn., 
Inc., 36th Annual Banquet and Enter- 
tainment, Starlight Roof, Waldorf-As- 
toria, New York City. 
Indianapolis Branch, A.E.S., 
1ith Annual Dinner Dance, Indianapolis 
Athletic Club, Indianapolis, Indiana. 
May 15. A.E.S. New England Regional 
Educational Session and Banquet, Hotel 
Bond, Hartford, Connecticut. 


May 8. Masters’ 


May 15. 


May, 1954 


Our 
27th Birthday 


Thank You! 


Agate Lacquer Mfg. Co., Inc. 


Serving industry since 1927 
11-13 43rd Road 
Long Island City, N. Y. 
Stillwell 4-0660-1 


MaaTeen 


THE LAST WORD IN QUALITY 











May 17-19. 
trical Engineers, 
nical Conference, 
cago, Illinois. 

May 17-20. Basic Materials Conference 
and Basic Materials Exposition, Inter- 
national Amphitheatre, Chicago, Illinois. 

May 24-27. Symposium on Instrumen- 
tion for Industrial Hygiene, sponsored by 
the Institute of Industrial Health and 
the School of Public Health of the Uni- 
versity of Michigan. Rackham Bldg., 
Ann Arbor, Michigan. 

June 7. Institute of Cooking and Heat- 
ing Appliance Manufacturers, 22nd An- 
nual Convention and Exhibit, Netherland 
Plaza Hotel, Cincinnati, Ohio. 

June 9-11. Eighth Annual Convention, 
American Society for Quality Control, 
Jefferson Hotel, St. Louis, Missouri. The 
72 Technical Sessions will be held at 
Kiel Auditorium. For further informa- 
tion contact: U. C. Gramsch, Registrar, 
8th Annual A.S.Q.A. Convention, P. O. 
Box 4436, Wade Sta., St. Louis 15, Mo. 

June 14-18. 1954 Annual Meeting, Am- 
erican Society for Testing Materials, 
Sherman and Morrison Hotels, Chicago. 

Jul. 12-15. 41st Annual Convention Am- 
erican Electroplaters’ Society, Hotel 
Statler, New York City. 


American Institute of Elec- 
Fifth Appliance Tech- 
Morrison Hotel, Chi- 
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‘‘Look, lover boy ....can’t you read?” 
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corrosion resistant paint base 


Paint doesn’t stay put when applied to 
raw metal surfaces. But the same metal, 


treated’ with Bonderite, holds paint 
firmly. 

Bonderite, Parker’s corrosion resis- 
tant paint base, creates a tight phos- 
phate coating, integral with the treated 
metal. The smooth, even coating pro- 
vides a firm anchor for paint, resists 
corrosion and stops the spread of rust 
around scratches and breaks in the 
painted surface. 

Literally thousands of metal prod- 


ucts on the market today are protected 
with Bonderite. Automobiles, house- 
hold appliances, business machines, 
metal furniture, electrical equipment, 
toys, and sewing machines are among 
the products treated with Bonderite. 
And their fine finishes last longer be- 
cause of it. 

Your painted metal products should 
have the added value, the added sales 
appeal, of Bonderite under the paint. 
Write today for full information! 
*Bonderite—Reg. U.S. Pat. Off. 


Since 1915—leader in the field 


RUST PROOF COMPANY 


BONDERITE and BONDERLUBE PARCO COMPOUND 


aids in cold forming of metals 


BONDERITE 


May, 1954 


Detroit 11, 
Michigan 
PARCO LUBRITE 


wear resistant for friction surfaces 
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rust resistant 

















Opportunity Sectiou 





SOUTH FLORIDA TEST SERVICE 


Testing—Inspection—-Research—— 
Engineers 


Consultants and specialists in corrosion, 
weathering and sunlight testing. 


4201 N.W. 7th St., Miami 33, Florida 


3 Divine automatic straight line polishing ma- 
chines. One with 6 unit 15 H.P. buffing lathes 
used 9 months. Two with 4-10 H.P. and 2-71'/2 
H.P. united, used 2 years and 4 years. All have 
automatic push button controls, conveyor, belt, 
drive and all motors and applicators, variable 
speed controls and starters. Reasonable. Box No. 
55, c/o Products Finishing, 431 Main Street, Cin- 
cinnati 2, Ohio. 








PEMCO 
SPEED FORKS 


Like new. Used only three years. No. 114 
Pemco Speed Forks, 22 ft. long by 27 in. 
wide. With baking rails approximately 48 
in. overall. Also several 440V. spot weld- 
ers on surplus list. Best offer takes. 


C. R. Wisler, Vice President 


UNITED SOUND & SIGNAL 
COMPANY, INC. 


Columbia e Pennsylvania 


FOR SALE 


Hammond Buffing Lathe Model 5-RR Serial 4794, 
70’’ between centers, ball bearing, two 5 HP 
Motors. Perfect condition. 

American Blower Fan, fin type, ball bearings, 
cage 21‘''x45‘‘x36'', 7. HP Motor, perfect con- 
dition. Two unused steel lead lined tanks, 42‘'x 
78''x83''. Write Metal Furniture Company, Toc- 
coa, Georgia. 











PLATING AND FINISHING JOB OPPORTUNITY 


Young man age 24-32 with some experience in 
industrial plating operations. High School gradu- 
ate with additional educational training in Chem- 
istry. Opportunity for growth into supervisory 
position. Write giving details of qualifications 
and experience. Personnel Department, Mueller 
Brass Co., Port Huron, Michigan. 








FOR SALE 


WASHING MACHINE 
Ransohoff Serial 3015 


4-Stage Washer with drying section. Wire 
mesh conveyor adjustable 4 to 8 FPM, 2 
separate lanes each with 18” x 6” open- 
ing, top and bottom sprays, 4 packless 
pumps. All but third stage with steam coils. 
This equipment installed but never used in 
production. 


MUSKEGON PISTON RING COMPANY 


Sixth and Alpha Streets, Muskegon, Michigan 
(Phone 22691) 








PRODUCT 
FINISHING 
ENGINEER 


A multiplant manufacturing firm has an 
excellent opportunity for a man experi- 
enced and qualified to assume full re- 
sponsibility for all of its metal cleaning, 
plating, polishing, and painting. 


Please send resume to: Box No. 51, c/o 
Products Finishing, 431 Main St., Cincin- 
nati 2, Ohio. 











GENERAL TRADERS, INC. ° 


BARGAINS IN FINISHING EQUIPMENT 


Paasche Automatic Airpainting and Drying Unit Complete with Water Wash Booth. 
R. C. Mahon Spray Booths with Blower, Pump, Filter, Turntable, Etc. 
Barrett Centrifugal Enameler for Filwhirl or Dipspin Methods. 
Binks and DeVilbiss Pressure and Mixing Tanks. Sizes 5 to 125 Gallons. 
C. M. Hall Infra Red Oven, Degreasers, Blowers, Motors, Switches, Etc. 


Write for Particulars, or Inspect at 
2675 W. GRAND AVENUE, CHICAGO 12, ILLINOIS 
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REVERTISEMENT: 


Acme Mfg. Co. 

Agate Lacquer Mfg. Co., Inc. 

Allied Research Products, Inc. 
Almco Div., Queen Stove Works, Inc. 
Alvey-Ferguson Co. 

American Chemical Paint Co. 
Automotive Rubber Co. 


Better Finishes & Coatings, Inc. 
Binks Mfg. Co. 

Blakeslee & Co., G. S. 

Bond Chemical Products Co. 


Carborundum Co. 
Central Machine Works 
Chandeysson Electric Co. 
Chemsteel Construction Co., Inc. 
Chicago Rubber Co. 
Churchill Co., Inc., G. R. 
Cincinnati Cleaning & Finishing 
Mchry. Co., Inc. Second Cover 
Circo Equipment Co. 120 
Clair Mfg. Co., Inc. 129 
Clinton Co. 19 
Cowles Chemical Co. 22 
Cro-Plate Co., Inc. 


74 


Despatch Oven Co. 83 
Detrex Corp. Fourth Cover 
Detro Mfg. & Sales Co., Inc. 18 
DeVilbiss Co. 36, 37 
Dixon & Rippel Inc. 131 
DuBois Co. 15 


Egyptian Lacquer Mfg. Co. 34, 35 
Enthone, Inc. 


Ferro Corp. 
Gasway Corp. 


Hammond Mchry. Builders, Inc. 
Hanson-Van Winkle-Munning 

Cox .... es 3, 72-A-B-C-D 
Harshaw Chemical Co. tone 
Hisey-Wolf Machine Co. J ectegannstle 
Holland & Sons, Inc., J. 66 
Hupp Corp., Globe Stamping Diy. ....121 


Industrial Chemical Products Co. 117 
Industrial Filter & Pump Mfg. Co. 99 
Industrial Filtration Co. ..... 79 


Jelco Products 


Keystone Emery Mills 
Kirk & Blum Mfg. Co. 
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Klem Chemicals, Inc. 
Koch Sons, Inc., George 


Lanly Co. 32 
Lasalco, Inc. 65 
Lindberg Products Co. 116 


MacDermid Inc. Third Cover 
Matheu Tool Wks. 76 
Mechanical Process Co. 133 
Metal Finishing Mfg. Corp. 104 
Metalwash Mchry. Corp. 109 
Michigan Buff Co. 131 
Minnesota Mining & Mfg. Co. 61 
Miracle Paint Rejuvenator 

Coe., ine. 112 
Morse Mfg. Co., Inc. 116 
Munray Products, Inc. 113 


Neilson Chemical Co. 20 
Newcomb-Detroit Co., 80 
Norton Co. 2 


Oakite Products, Inc. 
Osborn Mfg. Co 


Panoco 

Parker Rust Proof Co. 

Pelron Corp. 

Pennsylvania Salt Mfg. Co. 

Peters-Dalton, Inc. 

Pioneer Rubber Co. 

Pittsburgh Plate Glass Co., 
Paint Div. 

Potter Paint Co., Inc. 

Powers Regulator Co. 


Randolph Products Co. 
Roberts Rouge Co. 

Rockford Varnish Co. 
Rulon, Inc., Ralph V. 


Sherwin-Williams Co. 
Sly Mfg. Co., W. W. 
Stanley Chemical Co. 
Stevens, Inc., Frederic B. 
Storm-Vulcan, Inc. 

Stutz Mfg. Co., Geo. A. 
Sulphur Products Co. 


Udylite Corp. 
13 46, 82, 90, 97, 98, 106, 110 
United Chromium, Inc. ; 81 


Wagner Bros., Inc. ‘ 33 
Wallace & Tiernan, Inc. er 
Watson-Standard Co. ecithicgeases anal 
Wyandotte Chemicals Corp. ROUSE, 
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PRODUCT LITERATURE 


27. Motor Generators designed specifi- 
cally for use in electroplating, electro- 
forming, electrocleaning, electrotyping, 
electropolishing, and other electrolytic 
processes, are described in Bulletin D- 
102 issued by the Chandeysson Electric 
Co., 4082 Bingham Ave., St. Louis 16, 
Missouri. 

28. Degreaser Check Chart. A weekly 
economy check chart for the degreaser 
operator, designed to be located near 
each operating solvent degreaser, and 
listing a number of practices to be ob- 
served to obtain greatest operating eco- 
nomy is available from G. S. Blakeslee 
& Co., 1844 S. 42nd Ave., Chicago 50, Il- 
linois. 

29. Screen Process Printing Presses. 
Bulletins available from General Re- 
search & Supply Co., 572 South Division 
Ave., Grand Rapids, Mich., describe the 
construction and operation of the vari- 
ous models of the silk screen printing 
presses manufactured by the company. 
Supplies and equipment distributed by 
the company are also listed. 

30. Metal Finishing Chemicals and 
Equipment. Products and processes for 
the electroplating, pickling, and metal 
finishing industry are described in tech- 
nical bulletins available from Enthone, 
Inc., Dept. PF, 442 Elm St., New Haven, 
Connecticut. Specialized metal cleaners, 
metal strippers, paint strippers, black 
finishes, and a number of addition agents 
are described in the catalog. 

31. Metal Protective Processes. A check 
list of metal protective and paint bond- 
ing chemicals and processes, which lists 
in convenient chart form chemicals, ap- 
plication methods, coating times and 
other variables necessary to the success- 
ful coating of various metals for differ- 
ent processes, is available from the 
American Chemical Paint Co., Ambler, 
Pennsylvania. 

32. Paint Heaters. An illustrated folder 
being distributed by Bede Products, 
Inc., 1110 Brookpark Rd., Cleveland 9, 
Ohio, describes paint heating equipment 
and its use for spraying finishes at con- 
trolled, elevated temperatures. 

33. Finishing Stainless Steels. Avail- 
able from Armco Steel Corp., 2752 Cur- 
tis St., Middletown, Ohio, is a brochure 
describing surface finishing of Armco 
stainless steels by means of abrasive 





finishing, electropolishing, barrel finish- 
ing, and other processes. 

34. Process Heating. Brochure No. 154, 
analyzing performance of Platecoil heat- 
ers in twelve heat transfer applications 
has been issued by Tranter Mfg., Inc., 
636 East Hazel St., Lansing 4, Michigan. 

35. Barrel Finishing Equipment. Cata- 
log B-9, describing the various models 
of Globe tumbling barrels, deburring 
equipment, and finishing barrels, is 
available from Globe Stamping Div., 
Hupp Corp., 1250 W. 76th St., Cleveland 
2, Ohio. 

36. Power Brush Finishing, a booklet 
available from the Osborn Mfg. Co., 
Dept. 0-14, 5401 Hamilton Ave., Cleve- 
land 14, Ohio, describes specific brushing 
equipment to accomplish various sur- 
face finishing processes. Brush charac- 
teristics and applications, design factors 
for brushes and brushing machines, are 
outlined, and a number of typical brush- 
ing applications are pictured. 

37. Paint Supply Pumps. Catalog No. 
436A, describing Grayco Heavy Duty 
Paintmasters, designed to supply paint 
finishing materials to the sprayer at con- 
trolled pressures, is available from Gray 
Co., Inc., Minneapolis 13, Minnesota. 

38. Automatic Polishing and Buffing 
Machines. Acme Rotary automatic pol- 
ishing and buffing machines for polish- 
ing and buffing, deburring, wire brush- 
ing and microfinshing, used in connec- 
tion with set-up wheels, buffs, brushes 
or abrasive belts, are illustrated and de- 
scribed in a folder available from Acme 
Mfg. Co., 1400 E. 9 Mile Rd., Detroit 20 
(Ferndale), Michigan. 

39. Washing Machines. The application, 
design characteristics, elements and op- 
eration of Alvey-Ferguson washing ma- 
chines for industry are contained in an 
illustrated catalog available from Alvey- 
Ferguson Co., 616 Disney St., Cincin- 
nati 9, Ohio. 

40. Industrial Process Heating. Pan-L- 
Heat ovens designed by Jensen Special- 
ties, Inc., 9331 Freeland Ave., Detroit 28, 
Mich., for dehydrating, paint drying, 
baking curing or preheating, are de- 
scribed in a folder issued by the com- 
pany. 

41. Cold Cleaner. Houghto-Clean 445 
Cold Cleaner for washing and cleaning 
metals prior to finishing operations is de- 
scribed in a product data sheet avail- 
able from E. F. Houghton & Co., 303 W. 
Lehigh Ave., Philadelphia 33, Pa. 
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42. Vapor Degreasing Handbook. Va- 
por degreasing processes, products, 
equipment design and proper operation, 
are described in a handbook available 
from Phillips Mfg. Co., 3547 W. Touhy 
Ave., Chicago 45, Illinois. 


43. Pressure-Cooled Buffs. The line of 
pressure-cooled wheels and buffs, to- 
gether with recommendations for their 
use in cutting and coloring various 
metals is described in a booklet avail- 
able from United Buff Products Corp., 
223-241 Oak St., Passaic, N. J. 


44. The Preparation of Steel for Paint- 
ing. ‘‘How to Apply Better Zinc Phos- 
phate Coatings to Steel in Preparation 
for Painting’’ is the title of an illustrat- 
ed booklet describing the Oakite Crys- 
Coat HC Process, available from Oakite 
Products, Inc., 20 Rector St., New York 
6, New York. 


45. Electroplating Rotogravure Cylin- 
ders. Bulletin R-100, offered by Hanson- 
Van Winkle-Munning Co., Matawan, 
New Jersey, describes the plating cycle 
for processing rotogravure cylinders by 
means of the Ballard Process. Technical 
details of the plating cycle, plating 
tanks, motor generator sets, and recti- 
fiers, are described. 


46. Temperature Controller. The Pow- 
ers No. 11-MF Self-Operating Tempera- 
ture Regulator for controlling the tem- 
peratures of plating, anodizing, phos- 
phatizing, cleaning, pickling, rinsing, 
and other processing solutions, is de- 
scribed in Bulletin 330 issued by the 
Powers Regulator Co., Skokie, Illinois. 


47. Plating Barrels. An illustrated fold- 
er listing dimensions and describing con- 
struction and operating features of Dan- 
iels Plating Barrels is available from 
Daniels Plating Barrel & Supply Co., 129 
Oliver St., Newark 5, New Jersey. 


48. Buffing and Polishing Supplies. 
Buffs, polishing wheels, buffing and pol- 
ishing compounds supplied by the com- 
pany are illustrated and described in a 
catalog issued by J. C. Miller Co., 55 
Mt. Vernon Ave., N.W., Grand Rapids, 
Michigan. Included is a chart describing 
the characteristics of polishing and buff- 
ing compounds for various metals and 
listing typical applications. 


49. Spray Booth Coating. A bulletin 
describing the use of Prox-Peel strip- 
pable spray booth lining is available 
from Pyroxylin Products, Inc., Chicago 
32, Illinois. 


50. Batch Cleaning Machines. Bulletin 
704-AL, distributed by Magnus Chemical 
Co., Inc., Equipment Div., 208 South 
Ave., Garwood, N. J., describes metal 
parts batch cleaning by means of Mag- 
nus Aja-Lif Cleaning Machines. Speci- 
fications of various models and typical 
applications are listed. 


51. Backstand Idler. The ‘‘61’’ Univer- 
sal Backstand Idler for use in coated 
abrasive backstand grinding and polish- 
ing operations, is offered by the Coated 
Products Div., The Carborundum Com- 
pany, Niagara Falls, New York. Operat- 
ing features of the equipment are gra- 
phically illustrated and described. 
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A sure and easy way to cut your cleaning 
costs is to follow the lead of Servel, Inc.— 


In the production of their automatic ice maker 
refrigerators and air conditioning products, 
metal cleaning plays an important role in 
relation to both quality and costs. And, on 
those parts which are porcelain enameled, 
the importance of metal cleaning is especially 
critical. Here are the savings that resulted 
when Servel and the local Detrex field 
technician worked together on the subject. 


To begin with, a Detrex cleaner specialty 
developed for porcelain enamelers was rec- 
ommended. Results on a lab basis looked 
good ... production results were outstanding. 
On the basis of accurately compiled data, 





costs have dropped % ... one million square 
feet of metal is cleaned at a total cleaner 
cost of less than $60.00. Quality is excellent. 


Guaranteed results in your plant, too... 
We guarantee to improve your cleaning 
operations, regardless of the parts being 
processed, the soil being removed, or the 
type of cleaning required! Only Detrex can 
make this offer because only Detrex makes 
both the chemicals and equipment for all 
types of cleaning . . . alkaline and emulsion 
washing, solvent degreasing, even cleaning 
with sound waves.* 


You can get all the facts by dropping us a 
line. Do it now for lower costs. 


*Detrex Soniclean® Process 


CORPORATION 
DEPT. HD-103, BOX 501, DETROIT 32, MICH. 





